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Our newest contribution to Sandramming practice! No. 4 Mobile has 
24in. three-bladed *‘ Turbo-Ram’ Head, maximum output 2,000 Ibs. 
per minute. 1I5ft. radius with feed unit including 7-ton drop-bottom 
hopper and spare hopper—fully automatic control from head. 
Sandrammer is available as stationary model; alternatively 10ft. radius 
with hydraulic power-assisted head or remote control. Larger models 
now available. 


LEIGHTON BUZZARD - ae BEDFORDSHIR 
Telephone :  nalog ea 
* Leighton Bu: 
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UNIVERSAL IN CHARACTERL 
EXCEPTIONAL RIGIDITY 
EXTREME SIMPLICITY 


10, 20 OR 30 H.P. MOTORS 
AVAILABLE 


POSITIVE NON-SLIP DRIVE} 
EARLY DELIVERY Je 





This entirely new machine is the 
culmination of many years experi- 


ence in this field. Designed expressly 





for foundry use, risers and gates 
of up to 3in. dia. on a wide variety 
of castings can be cut off neatly 


in astonishing times. 


Why not consult us, we may be able 


to help you. 


F. E. ROWLAND & CO. LTD. 


REDDISH NR. STOCKPORT 
TEL. HEA 3201 


Sole Export Agents: MESSRS. D. A. (SALES) LTD. HALIFAX HOUSE, STRAND, W.C.2. | 
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Unretouched photograph published by courtesy of Messrs. STERLING METALS LTD., NUNEATON 


Photograph shows Five No. 3F size AUGUST-SIMPSON MIX- 
MULLERS, fitted with Aerators, feeding mixed sand on to a 
Distributing Belt Conveyor. Each Mix-Muller has a batch 


capacity of 4,000 Ib. 


Mix-Mullerr 


Sole Licensees and Manufacturers for the British Empire (excluding Canada, Australia 
and New Zealand) of the Simpson Sand Mixer. 









one of 
BRITAIN’S 
LARGEST 
FOUNDRIES 












AUGUST’S LIMITED - HALIFAX - ENGLAND 
Telephone: Halifax 61245/6/7/8 Telegrams : August, Halifax 
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The Art of Moulding 


For the fifth consecutive year, the British Steel Castings Research Association 
has held a conference to exchange experiences on some important phase of 
foundry activities. This year, at Harrogate, the theme was the basic one of 
mould making. It attracted a high percentage of attendance from this small 
compact industry, the research activities of which, according to Mr. Frank 
Rowe, cost more per member than any comparable industry. Despite this, 
not merely satisfaction is generally expressed, but real enthusiasm is evinced 
for the work it achieves. Dr. Sully, the director, referred to the extensions 
now being undertaken at the research station at Sheffield and expressed a 
confident belief that the extra space being made available would materially 
benefit the economy of the industry. The testing of some modern plant 
does make serious demands on floor room. 

A feature of the research work being undertaken by BSCRA is the intelligent 
use that is being made of photography. One outstanding example is a coloured 
film which shows the effect of heat on a flat cope of a mould. By cutting away 
a portion of the bottom box and training the camera on the cope during a 
cast, a colour film was made, which showed materially that with the sand used 
there was a continuous rain of fine particles. This work has won well-merited 
approbation at the international scientific and industrial film exhibition. A 
similar technique has been used to demonstrate the worth of mould paints 
when subjected to elevated temperatures. 

The two-day conference was essentially *“* down to earth” and this included 
the contribution made by the guest speaker, Dr. I. J. Petrzela, the Czech foundry 
expert who was granted a Patent for the CO, Process. In his limited command 
of the English language, he candidly answered the twenty questions put to 
him by his audience arising out of the film he had taken showing the manu- 
facture of sizeable steel castings by this process. Commenting on the practical 
aspects of the conference, the chairman, Dr. Hunter, pointed out that costs 
directly allocated to moulding and coremaking were probably of the order 
of 15 to 20 per cent, and any departure from good practice had its immediate 
and adverse impact on the cost of operating the melting, cleaning and dressing, 
heat-treatment and machining. Everybody must agree with him that a very 
wise step was taken when it was decided to make the theme of this conference 
the art of moulding. 





376 


International Congress, 1960 


The 27th International Foundry Congress, organized 
jointly by the Association of Swiss Iron Founders and 
the Association of Swiss Metal Founders, will be held 
next year in Zurich, Switzerland, from September 19 
to 24. The general theme of the Congress will be 
“Better Working Conditions and Technical Progress 
in the Foundry Industry,” and the technical papers to 
be presented will be arranged in three groups: (a) recent 
research in the field of foundry techniaues; (5) moderna 
metheds in foundries; and (c) the man in the foundry. 
During the Congress, meetings of the International 
Committee of Foundry Technical Associations and of 
various sub-committees and working groups will be 
held, and visits will be made to Swiss foundries and 
engineering works. 

A brief outline of the programme is as follows. The 
official opening will take place on the morning of 
Monday, September 19, at the Congress House, Zurich; 
in the afternoon there will be technical sessions and 
meetings of the various committees. The next day, 
Tuesday, will be devoted to works visits and tours, and 
on the Wednesday, after technical sessions all day, 
there will be a social event in the evening. An ex- 
cursion by steamer on the Lake of Lucerne will take up 
the whole of Thursday, and on Friday there will be 
more technical sessions and works visits. The Con- 
gress will be officially closed on the morning of Satur- 
day. September 24. 

Three post-Congress tours have been arranged, each 
commencing and finishing in Zurich. The first will 
take in St. Moritz and Lugano; the second, the Susten 
Pass, Interlaken, the Jungfrau Glacier and Berne; and 
the third, Montreux, Gstaad and Berne. A special 
programme is being prepared for the ladies. 


European Foundry Apprentice 
Competition 


Detailed arrangements for the European Foundry 
Apprentice Competition have now been finalized. The 
Competition will be held in the Midlands from May 23 
to 27, 1960. Those apprentices taking part in the 
Competition will be housed at Tor Lodge, the hostel 
of the National Foundry College. The written part of 
the Competition will be held at the National Foundry 
College, Wolverhampton, and ‘the Birmingham College 
of Advanced Technology, whilst F. H. Lloyd & Com- 
pany, Limited, Wednesbury, have kindly offered space 
and facilities for the practical tests to be carried out. 
The competitors, judges and delegates will arrive in 
Birmingham on May 22, and on Friday, May 27, the 
party will travel to London for the closing ceremony 
(including a farewell dinner) and distribution of prizes. 

The selection of written questions and practical tests 
to be used for the Competition was decided upon at a 
meeting of the judges held last month at the offices of 
the Council of Ironfoundry Associations. Dr. J. G. 
Pearce was in the chair at this meeting and repre- 
sentatives from France, Germany, Belgium, Holland, 
Italy, and the UK were present. Each country sub- 
mitted a number of questions on technology, calcula- 
tions and drawing for consideration, and from these, 
the questions to be used for the actual Competition 
in May were chosen. 

Arrangements to select the English competitors have 
been made by the Institute of British Foundrymen and, 
as detailed in the JouRNAL, September 3, will take the 
form of a competition organized on a national basis. 
Each candidate will have to undertake both practical 
and written tests and the results of these will be 


announced early next year. 
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Forthcoming Event: 
NOVEMBER 2 z 
Institute of British Foundrymen 


: j 
Sheffield branch:—‘ Co-operation and ot a between Ee 
¥ 








Patternshop and Foundry,” by q Bee 
Bradshaw, 7 p.m., at the College of Com netee aj Ad 
Technology, Pond Street. Sheffield. ~ Ne 
NOVEMBER 3 a 
Institution of Plant Engineers : 
“Constructional Problems encountered in the Kariba Day 
Hydro-electric Project,” by Mr. T. Paton, Bs 
7 p.m., at_the Royal Society 7. a “John Ada in Street 
Adelphi, Strand, London, W.¢ 
NOVEMBER 3 to 6 
Institute of Welding 
Autumn meeting (joint meeting with the French Society 
elding Engineers), at 54, Princes Gate, London, SW: 
November 3: Works visits for French visitors; in th 
evening presidential address and reception. November 
4: Works visits; annual dinner, 7.45 p.m., at the Park 
Lane Hotel, London. November 5 and 6: Discussion 
meetings. 
NOVEMBER 4 
Institution of Production Engineers 
Nottingham branch:—“ Adhesives in Engineering,” by E. j 
Catchpole, 7 p.m., at the Reform Club, Victoria Street 
inetitution of Plant Engineers E 
Dundee branch:— “ Design and Operation of the Jodrell Bank 
Radio Telescope,” by C Kington, 7.30 p.m., at Tay. re 
park Hotel, West Ferry. m 
Southern branch:—“ Distribution of Electrical Power,” by J 
Samson, 7.30 p.m., at the Royal Beach Hotel, Southsea. fe 
0 
NOVEMBER 5 m 
Society of Chemical Industry et 
Corrosion group, and Nottingham _ section:—‘‘ Corrosion 
Factors affecting the Choice of Stainless-steels for [) € 
Chemical Plant,” by H. Shirley, 7.30 p.m., in the F) 
Demonstration Theatre, East Midlands Gas Board, 51 to | 
55, Lower Parliament Street, Nottingham. fl 
Institute “ British Foundrymen 
Stoke-on-Trent section:—‘‘ Modern Developments in Casting 
Aluminium-base an ” by H. J. Proffitt, 7.30 p.m., in 
the Stipendiary Court, Room, Hanley Town Hall. 
NOVEMBER 6 
Institute of British Foundrymen 
Tees-side branch:—‘‘ Some_ Experiences in the Manufacture 
of Steel Castings for High-pressure Turbine Components.’ 
by G. L. Hancock and J. Taylor, at Darlington (details 
from secretary). : 
West Wales section:—‘ Consistent Cupola Operation,” by 4 
. gJelley, 7 p.m.. at Richard Thomas & Baldwins. | 
Limited, Landore Works. ' 
NOVEMBER 7 { 
Institute of British Foundrymen 4 
Wales and Monmouth branch:—‘ Consistent Cupola Opera- 7% 
tion.” by R: Jelley, 6 p.m., at the Engineers’ Institute 


Cardiff. 


Latest Foundry Statistics 


Light Alloys: The Ministry of Supply belatedly an- 
nounce that during July the foundry industry manu- 
factured 1,476 tons of aluminium castings from sand 
moulds, 3,975 tons were made as gravity-die and 1,672 
tons as pressure-die-castings. In the same month, 163 
tons of magnesium castings were also produced. 

Steel Castings: Monthly Statistics, the Bulletin issued 
jointly by the Iron and Steel Board and the British Iron 
and Steel Federation, indicates another decrease in 
employment—actually in August it was 320 fewer than 
on July 4, the total being 17,230. The average weekly 
production of steel castings during August was 3.900 
tons, the same figure as for July; a year ago it was 
4,100 tons. It should be noted all these tonnages are 
estimated. 
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Reorganization of a Fettling Shop 


Adoption of Flow-production Methods and 


New Plant at R. & A. Main’s Edmonton Foundry 


Following a brief summary explaining the set-up at the Edmonton 
foundry, the contributor of this article, Mr. E. Holland, foundry 
superintendent at R. &A. Main’s, first discusses reasons for the changes 
and then details the alterations. Often, the layout of plant in existing 
foundries and ancillary shops becomes more and more confused as each 
new unit is added. Thus, it is sound policy at a time when major 
equipment changes are being introduced to reconsider the shop as a 
whole—revising machine position, etc. to suit a new conception of 


work-flow. 


This is what Mr. Holland has undertaken and the account 


records his procedure and the results secured—which include better 
working conditions, less lifting and transfer within the shop, and not 
least, higher production at less cost. (This foundry is to be visited 
temorrow by a party from the Institute of British Foundrymen). 


The main products of R. & A. Main, Limited, of 
Edmonton, are gas cookers and gas and electric 
refrigerators. In addition to meeting the require- 
ments for these appliances, the company under- 
takes castings manufacture as* sub-contract work 
for outside firms. The factory area is approxi- 
mately 15 acres and some 1,350 personnel are 
employed, of whom approximately 10 per cent. are 
engaged in the foundry section. The R. & A. 
Main foundry comprises a patternshop, coreshop, 
floor foundry, mechanized foundry* and dressing 














































of iron per week and deals with repetitive lines, 
where castings are wanted in large quantities. 
Some of the machines make moulds 33 by 23 by 
4-in. deep, each part, at the rate of a mould per 
minute. The castings are mostly light and of thin 
section, and have a small iron: mould ratio. 

In the past, the dressing shop at Main’s has had 
various modifications carried out to plant and 
equipment from time to time. A short time ago, 
however, the increased foundry output called for 
a major revision of dressing-shop practice, and so 
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Fic. |.—Old (left) and new layout (right) of R. & A. Main’s fettling shop. Arrows denote the direction 


of work flow. 


shop. The coreshop produces approximately 
50,000 cores per week and is partly mechanized. 
The floor foundry averages an output of around 
20 tons of iron castings per week and deals chiefly 
with special orders and castings that are not prac- 
ticable in the mechanized set-up. The modern 
mechanized foundry utilizes approximately 90 tons 











* Described in the JoURNAL April 13, 1950, under the title “* Cast-iron 
C ,onents for Gas Cookers.” 


the whole shop was studied with a view to fe- 
equipping with modern machinery. Following this 
study, models of equipment were made and placed 
in various trial layouts, and such things as flow 
of work, means of access, and safe working-cun- 
ditions were again considered. Finally, machines 
were purchased and installed (see layout, Fig. 1). 
The following account describes these procedures 
and details the improvements stemming from a 
logical approach to the various problems studied. 








Fic. 2.—Some of the fettling benches at R. & A. 
Main’s, showing the hoods and extraction method. 


DRESSING-SHOP REORGANIZATION 


The dressing of castings poses numerous. prob- 
lems and particularly that of dust control. Further 
difficulty is created by castings which arrive from 
the mechanized plant where only part of the sand 
is removed at the knockout. The R. & A. Main 
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mechanized plant was first installed in 1947 ang 
considerable modifications have been mace from 
time to, time to keep it modern, give beticr sand. 
control and obtain greater efficiency with corre. 
sponding increase in output. This had all increaseq 
the strain on the dressing shop which, although jt 
had had some modification, needed to be re-studied 
in the light of recent Factory Acts, to weigh up the 
problem anew. Should the existing machinery be 
modified, or was it better to re-equip with new 
machinery? 
Planning 

During the previous twelve months. there had 
been extensive reorganization in company produc- 
tion which had led to expansion of the company’s 
planning department, which guides and advises 
on reorganization and new ventures, and so per- 
mits works executives to carry on with their 
normal supervisory duties. This service was 
freely available to cope with the dressing-shop 
reorganization and greatly assisted in the speed at 
which the whole scheme was completed. From 
the date the Board sanctioned the scheme, until 
completion, only 17 weeks elapsed, and when it is 
borne in mind that manufacturers seldom have 
machines in stock, but only build machines against 
firm orders, it showed. that real “drive” was 
applied. 

The study of the various problems of dressing 
castings was considered in the light of modern 
development and various authorities were con- 
sulted, including the British Cast Iron Research 
Association and H.M. Inspector of Factories. 
Their various points of view were carefully con- 
sidered and had an influence on the types of 
machines that were finally installed. The main 
questions to be resolved were: Did the plant and 
equipment proposed comply with the Factory 
Regulations; were the new appliances efficient in 
their manipulation and __ the 
amount of work they would 
do; was their design standard, 
so as to permit easy purchase 
of spares as and when required; 
were they economical to run 
as regards power? Finally, 
would the men in the depart- 
ment take kindly to the new 
equipment? The following 
gives individually the reasons 
which influenced the type and 
make of machine finally chosen 
and installed. 


Power Tools 


Air-operated grinders to take 
“pencil” stones had already 
been in use, but owing to the 





Fic. 3.—Inspection benches in 
the fettiing shop at Main’s; they 
have cast-iron legs and remov- 
able cast-iron table grids. 
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FIG. 4. 
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-Pedestal grinders at Main’s, fitted with independent 








Spencer Halstead dust-arresters and 


BCIRA dust-extraction units. 


old dressing shop being on the remote end of the 
compressed-air line, there was seldom sufficient air 
to maintain the speed of the grinders—with con- 
sequent loss in efficiency as well as heavy wear on 
stones. Two courses were open:-—-One was to 
instal a new compressor and the alternative to 
change over to electrically-driven grinders. Hicycle 
electric grinders seemed a reasonable proposition 
and a portable 5-kw. frequency-changer was 
borrowed, together with a number of Hicycle pencil- 
stone grinders in order to carry out shop trials. It 
was found that, compared side by side with air 
grinders—and on the type of castings in production 
at R. & A. Main’s—these were faster-cutting and 
owing to their constant speed there was less weai 
on stones. In addition, it was: found that elec- 
tricity was cheaper than compressed air, Hicycle 
equipment giving approximately 60 per cent. 
efficiency against air grinders’ 15 ver cent. 

It was found that eight Hicycle grinders using 
pencil stones and one 4-in. portable grinder could 
be driven from a 5-kw. frequency-changer. Air 
required for air grinders to do the same work would 
be approximately 1,000 cub. ft. per min., at 90 Ib. 
per sq. in. The frequency changer was also cheaper 
to purchase than a compressor. 


Fettling Benches 


Another disadvantage with .the air grinders pre- 
viously in use, was that the air exhaust kept dust 
in motion and this made it very difficult to extract 
t efficiently. This was most apparent with the 








old wooden fettling benches, so it was decided to 
put in new benches with cast-iron legs and remov- 
able cast-iron table grids. Ten of these benches 
were made and fitted with extraction hoods and 
also closed-in trays underneath, air extraction 
being through the grids at the rate of 1,000 cub. ft. 
per min. for each bench (Fig. 2). Similar benches 
were made for the castings inspectors, but here 
it was not considered. necessary to fit extraction 
hoods. These benches can be seen in Fig. 3 along 
the right-hand wall. 


Pedestal Grinders 

Five pairs of pedestal grinders using 18-in. dia. 
grinding wheels had been installed in the shop in 
1933, but had been modified from time to time. 
In the light of the British Cast Iron Research 
Association’s development work on _ pedestal 
grinders, consideration was given to further modi- 
fication using the Dustuctor method of extraction. 
However, after further study, it was decided to look 
into the advantages to be gained by purchasing the 
latest type of high-speed pedestal grinders. The 
facts that emerged were that the old-type pedestal 
machines used 18-in. dia. grinding wheels with 
14-in. centre hole, and these were discarded when 
worn down to 10-in. dia., owing to castings then 
fouling the guards. There was also a marked falling 
off in grinding efficiency as the wheels wore down, 
due to the fact that they were single-speed machines. 
High-speed grinding proved to be approximately 
£4 Os. Od. each cheaper—which was another 
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advantage. By installing 20-in. double-ended grinders 
taking wheels with a 7-in. dia. centre hole with 
speeds variable to give surface speeds of approxi- 
mately 9,000 ft. per min., a much greater length 
of life per wheel could be expected with less manual 
effort in grinding and more consistent efficiency; 
it was also estimated that where previously there had 
been five pairs of pedestal machines, owing to faster 
cutting, etc., with the new set-up, only four pairs 
were required. 

Thus the final decision was made to instal three 
pairs of Luke and Spencer 20-in. high-speed grin- 
ders, of the variable speed type, and one pair 16-in. 
grinders, with fixed speed, each pair having inde- 
pendent Spencer Halstead dust-extractors. Each 
grinder has been fitted with BCIRA-type dust- 
extraction units; these can be seen in Fig. 4 (on 
the left wall). 


Grinding Wheels 


Considerable experiments were carried out with 
various grades and makes of grinding wheels, grades 
tried varying from a grit bond of 16.S. to 16.0. The 
former gave a long life but assumed a glaze in 
use and was heavy on the operator. The 16.0. 
grit was fast-cutting but the wheel wore down too 
rapidly causing more dust than was acceptable. 
The present selection is a grit bond No. 16.P. which 
seems to provide the best overall solution to 
Main’s requirements. 


Rumblers replaced by Shotblast Plant 


For many years, castings had been cleaned at 
Main’s in home-made rumbler barrels, thirteen of 
which were in operation. In these, breakages of 
castings due to their lightness and thinness of 
section was relatively high. In the new scheme, 
it was considered that if a shotblast of the rotary- 
table type was installed, nine rumbler barrels could 
be dispensed with, leaving four. It was also thought 
that there would then be less breakages, and more 
space for the inspectors to work in, as well as 
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Fic. 5.—Baker Perkiis shop. 
blast plant, recently installed q 
R. & A. Main’s foundry. 


an improvement in dusi-extrac. 
tion facilities for the fettling 
benches. However, owing to 
difficulty of removing cores 
from such castings as 
burners, etc., it was decided to 
keep the four rumblers to deal 
with this specialized 
work. 

The shotblast finally chosen 
was a 7-ft. 6-in. table model 
(Fig. 5) from Baker Perkins, 
The reason for the choice of 
this model was that the 
machine required no _ founda- 
tion, did not need much head- 
room and thus no roof altera- 
tion was entailed. Additionally, 
it was easily adjusted for speed and was driven 
by a rubber-tyred friction drive. This type of 
drive prevents serious trouble if a jam-up occurs 
on the table—the rubber tyre merely skidding, no 
gears being involved. Access for maintenance was 
easy and delivery time for the model selected was 
short. For use with this unit, a Spencer Halstead 
dust-extractor was decided upon, again because the 
delivery quoted was good and as will be seen, a 
short delivery period was important as installation 
of the shotblast was an essential first move to be 
made in the reorganization. 

* 
Choice of Abrasive 

Much work has been done by various authorities 
on the choice of shot grade and type for cleaning 
castings and so, with a new machine, there was 
offered an excellent opportunity to try out various 
types of shot. Cut steel wire was the abrasive tried 
in the first experiment and, working almost con- 
tinuously for nine hours per day, one ton lasted 
37 days. Angular grit gave only six days operation 
with one ton, round steel shot gave 38 days and 
round shot abrasive 35 days. The degree of 
cleaning appeared to be better with round shot 


and so this material is being given an extended 
trial. 


Installation Sequence 


One essential point in planning the introduction 
of the new scheme was that there should be no 
interruption in the flow of work going through the 
dressing shop—which was then working six days 
per week. To achieve this, the shotblast was first 
installed and this took work away from nine rum- 
bler barrels. On taking these out, space was then 
available to tranfer the inspectors’ workplace from 
the north wall (Fig. 1, left-hand sketch) to this 
site. This gave room to instal four pairs of pedestal 
grinders together with their dust-extractors at the 
north end (right-hand sketch). The grinding- 


machine operators were then transferred to these 
new machines and the old pedestal units were 
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dismantled. This now left dust-extraction units 
from the old pedestal and the rumblers available 
for serving the new fettling benches, which were 
installed in pairs, scrapping the wooden benches 
as soon as they were replaced. 


All this floor planning and layout was based on 
securing flowability of work. As can be seen by 
reference to the new layout (Fig. 1) the castings 
arrive by door B, and pass on to the shotblast, 
thence to the grinders and back to the fettlers, who 
finally pass them to the inspectors. 


Gas-burner castings, etc., go first to the rumblers 
and on to the grinders adjacent, they then pass to 
the fettlers and next to the inspectors. The in- 
spectors pass, count and weigh all castings, weigh- 
ing taking place adjacent to door B. Assessed on 
a time-and-motion-study basis this proved a con- 
siderable saving in movement of workpieces and 
caused less congestion, yet gave ample holding 
space for the inspectors. Castings are taken from 
the foundry by Lister truck, but movement within 
the dressing shop is mostly by hand trolley. 


Conclusion 


In summing up, the advantages gained to date 
over the five months that this*scheme has been in 
operation are:—First, that speed of fettling has 
been increased on an average by 10 per cent. (it 
being borne in mind that although the new mach- 
ines are much faster there is still the same amount 
of time taken in picking up and putting down 
castings, and breakages have been reduced by as 
much as 70 per cent. of what they were (as, for 
example, with the casting shown being handled 
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in Fig. 5). 

There is some increase in total power require- 
ments of machinery and plant included in the new 
layout—as was to be expected from the increase 
in dust-extraction and higher-speed pedestal grin- 
ders. The horsepower figures for comparison 
are shown in Table 1. Shotblasting has been found 


TABLE 1.—Power Requirements Before and After the Modernization 
Scheme. 
Old layout. New layout. 
Airextraction .. ; as 30 75 


Machine .. = e% a 71 30 
Compressed air... , oe 20 5 


Total h.p. 121 160 


to give a cleaner casting than rumbling, but does 
not confer the same polished appearance. Casting 
defects that would ordinarily only have been dis- 
covered in the enamel shop, are made more ap- 
parent by shotblasting and this again tends to 
lower final costs. Replacement grinding wheels are 
cheaper than previously and appear to. be giving as 
much as 40 per cent. longer life. What is considered 
to be even more important than the purely financial 
aspect is that the shop is cleaner, healthier, and 
altogether more pleasant to work in. 
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Fic. 6.—General view of the rearranged dressing shop at the foundry of R. & A. Main, Limited. 
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Aluminium Street-lighting 
Columns 


At an exhibition in the Royal Society of Arts, which 
closed on Tuesday of this week, the Aluminium Devel- 
opment Association showed a number of winning entries 
and other designs of aluminium street-lighting columns 
submitted in their recent competition. Briefly, the com- 
petition was open to all designers in aluminium, using 
wrought and cast products, and a particular stipula- 
tion was that, although no ceiling was set for price, 
it had to be borne in mind that eventually the designs 
would have to be competitive with other street-column 
materials. Generally speaking, the entries were arranged 
in two classes, type A, 25-ft. high for trunk roads and 
type B, 15-ft. high for non-trunk roads. The object 
of the competition was, of course, to encourage the 
evolution of good design, taking into account aesthetic 
appearance, economy of construction, and the advan- 
tages of aluminium. 


The assessors were the Hon. Lionel Brett, M.A., 
F.R.LB.A., F.LL.A. (nominated by the president of the 
Royal Institute of British Architects), Professor Sir 
Alfred Pugsley, 0.B.E., D.SC., F.R.S. (past president, 
Institution of Structural Engineers), and Sir Gordon 


Russell, C.B-E., M.C., R.D.I., F.S.LA. (director, Coun- 
cil of Industrial Design). The first prize of £250 was 
awarded jointly to Mr. J. Howe. F.R.1.B.A., F.S.1A. 


(design consultant to A.E.I. Lamp & Lighting Company, 
Limited, in conjunction with Reynolds T.I. Aluminium, 


Limited, and Mr. J. B. Dwight, M.a., MSC., 
A.M.I.MECH.E. (member of the Civil Engineering 
Department, University of Birmingham). The second 


and third prizes were combined (£150) and divided 
equally between Mr. F. J. B. Rowley (student, College 
of Art and Industrial Design, Newcastle-upon-Tyne), 
and Mr. S. L. Devlin (student. Royal College of Art, 
London). The students’ prize (£75) was divided equally 
between Mr. S. L. Devlin and Mr. F. J. B. Rowley. 


Cast Components 


All the winning designs and practically every other 
design exhibited contained cast components in the con- 
struction of the columns, some of them quite substan- 
tial. For these, die-castings and sand castings were 
involved, some in LM 6 and others in LM8-W alloys. 
It was interesting to learn that five manufacturers are 
presently engaged in production models of aluminium 
lighting-columns and that a considerable number have 
already been installed. In most cases, the aluminium 
extends into the ground anchorage, the metal merely 
being protected by a bituminous coating. 


The Aluminium Development Association are to be 
congratulated on the sponsoring and the carrying 
through of this project which, for the metal-producing 
industries, has as its objective the reversion to metal 
for components only too often now made in concrete. 
Lighting columns typify a case where the ironfoundry 
industry has in the past fought a losing battle against 
the use of concrete, and it will be pleasing to see a 
return of metal construction, bringing along with it 
increasing business for light-alloy founders. 


THE REMAINS OF AN IRON-SMELTING WORKS, believed 
to date from the 17th century, have been discovered at 
Melbourne, Derbyshire, on a site which is shortly to be 
submerged for a new reservoir. The discoveries include 
the remains of a water wheel, believed to have been 
used to blow air into the furnaces. 
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Industrial Prospects in the 
Midlands 


At the meeting in Birmingham, on October 20, of the 
Midland Regional Board for Industry, members were 
told that Midland industry had shown no disposition to 
increase its normal intake of apprentices into the 
skilled trades during the “bulge” years of school 
leavers. Mr. J. W. Eldridge, Regional Controller for 
the Ministry of Labour, said that a number of well- 
qualified school-leavers had had to compromise in their 
choice of career and accept their second choice. 
“Apparently there are more youngsters well suited for 
training in industry than industry is prepared to take.” 
Mr. Eldridge said. “Industry is missing its oppor- 
tunities.” he weni on. 

The Midland total of unemployment in general had 
been reduced to 1.2 per cent. it was reported—the 
lowest level since January 1958. The. figure compared 
with 1.9 per cent. nationally. Reviewing trade pros- 
pects, Major C. R. Dibben, chairman of the Board, 
said that the upward trend continued and the general 
mood was one of optimism. although perhaps mildly 
tinged with caution with regard to the long-term view. 
Exports continued to be satisfactory and there was 
improvement in the home demand. The reason for the 
long-term caution, Major Dibben added, was that the 
heavier industries were not auite so well placed as the 
lighter ones. Unemployment had fallen in the Midlands 
from 32,242 in the middle of August to 26.546 in 
September, and the number of vacancies was 28.220 
at the last count. 

Major Dibben in referring to steel supplies to the 
engineering industries said these were beginning to 
tighten, but there had been no ill-effects on produc- 
tion and the situation was not yet causing much 
anxiety; no serious complaints about shortage had yet 
come in. 


National Foundry College 
Proposed “ Sandwich’? Course to Start Next Year 


Speaking at the dinner of the Foundry Technical 
Group on October 17, Mr. J. Bamford, principal 
of the National Foundry College, referred to the 
paucity of scientific education in this country, vis-d-vis 
USA and Russia, and in this context, announced 
that the Governing Body of the College had decided 
to start a three-year Advanced Course for students, 
to commence in the autumn of 1960. This Course, 
he said, was definitely not intended to supersede the 
present Diploma Course, but was a “sandwich 
course which would involve students in alternative 
six-monthly periods at the College and in industry 
over the three-year periods. The intake would be of 
two types, viz.: (1) men with a General Certificate of 
Education at advanced level in two out of three sub- 
jects (chemistry, physics and mathematics), and (2) men 
of similar standing in industry having their Ordinary 
National Certificate in engineering, chemistry, applied 
physics or metallurgy. The training curriculum of 
these students while they were in industry would be 
decided jointly between the works and the College, 
and College staff would pay visits to the students 
while they were getting their works’ experience. The 
new scheme, Mr. Bamford added, should furnish a new 
type of entrant to the foundry industry, auite outside 
the scope of the previous schemes. Publicity is to be 
given to the scheme before Christmas, and it is hoped 
to start the first course next September, Mr. Bamford 
said. As to the actual value of the Course to industry, 
only time will tell. The first students will complete 


the Course in 1963 and will require some years after 
that to make their influence felt. 
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'CO,-Process Moulding Sand’ 


By H. T. Bidwell, A.I.M.*+ 


An investigation was carried out to develop a CO, sand with the 
characteristics of a conventional moulding sand. The detrimental 
effects of clay and moisture on CO, sands were overcome by adding 
a readily ionized sodium salt, to satisfy a base-exchange mechanism 
between the Sodium/Calcium clay complex and the sodium silicate. 
The sand produced has been used for production with great success. 


When applying the CO. process to mould pro- 
duction, several inherent disadvantages become 
immediately apparent. The low green-strength of 
the sand does not allow easy removal of the 
pattern without serious risk of mould breakdown. 
If the mould is hardened before stripping, a large 
draw angle on the pattern will be necessary, or 
excessive rapping of the pattern will be required 
with subsequent loss of dimensional accuracy. The 
use of pin-lift-type moulding-nachines has been 
limited, due to the low green-strength of the CO: 
sand. It is not uncommon, when trying to strip 
a green mould, for a complete breakdown of the 
mould to occur. Roll-over-type machines have 
been used successfully, but difficulty in stripping is 
again encountered with the more complex patterns. 
The cutting and repair of floor moulds is unsatis- 
factory, due again to the low green-strength and 
coarse grain-size of the silica sand usually em- 
ployed. 


Difficulties to be Overcome 


The sands used for the COs: process are generally 
described as dry, clay-free, silica sands. The 
presence of clay and moisture generally makes 
hardening impossible. If a fine silica sand is used, 
a high silicate content is necessary to prevent 
excessive friability. The selection and preparation, 
such as drying, of a suitable sand all lead to in- 
creased overhead costs. If these difficulties could 
be overcome, the application of the CO, process 
in mechanized moulding would result in cleaner, 
more accurate castings with large savings on metal 
melted and machining costs. ‘With these facts in 
mind, a series of experiments were carried out in 
the foundry of Glacier Metal Company, Limited, 
to produce a moulding sand that possessed both 
the conventional properties of a green sand and the 
hardening characteristics of a CQO. sand. 


Initial Tests 
Early tests were carried out on a sand mixture 
that was currently in use for core production. This 
sand consisted of a mixture of Erith silica and 
Ryarsh silica sands, 34 per cent. sodium silicate 





9 This process is the subject of a Patent Application. 
_t The author is on the staff of Glacier Metal Company, Limited, of 
Wembley, Middlesex. 


and 4 per cent. breakdown agent. Additions of 
organic binders such as cereal flour gave a good 
green-strength, but the shatter index became too 
high with subsequent poor flowability of the sand. 
Another major disadvantage was the large volume 
of gas generated by the binder on casting. 


Clay and Water Additions 

The next step in the investigation was to deter- 
mine the effect of clay and water additions to the 
CO, sand. Previous results published by the 
British Cast Iron Research Association indicated 
that no more than 2 per cent. clay and 1 per cent. 
water additions were permissible. Any increase 
above these levels caused a rapid deterioration in 
the sand quality. A series of tests were carried out 
on various mixes, using Ryarsh silica sand and 
Erith silica sand as the basic raw materials. The 
sieve analyses for these sands is shown in Table 1. 


TABLE 1.—Sieve Analyses of the Sands used in the Initial Tests. 








Sieve size. Erith silica. | Ryarsh silica. 

+36 .. sia & oA 1.2 0 

— 36/ + 52 ae 19.3 0.3 
—52/+72 .. 51.9 | 0.5 
— 72/+100 .. a vist 23.3 1.2 
— 100/ + 150.. ee eal 3.6 41.6 
— 150/ — 200.. ‘ 0.6 48.5 
— 200 ie | 0.3 5.1 
Clay, per cent. Se | 0 1.8 
A.F.A. Fineness No. .. | 60.8 130 


The sand ratios were varied from 50 to 100 per 
cent. Ryarsh content. The clay content was varied 
from 1 to 5 per cent., and the moisture content 
from 1 to 3 per cent. The general trend showed 
that the gassed strength was not greatly affected 
by these variations, but the bench life of the sand 
decreased rapidly with increase in either moisture 
or clay content. 


Sodium Silicate added 

In view of the apparent wide tolerance in the 
clay content, sodium silicate was added to the 
normal moulding sand used in the foundry. This 
sand consists of Mansfield Red natural sand, 
Ryarsh silica and a clay addition. When variations 
of this basic mix were tested a good green-strength 
was obtained, and the sand had working proper- 
ties that were better than the conventional green 
moulding sand. The sand was satisfactory when 
newly milled, but soon deteriorated on standing to 
a state where no hardening was possible. 
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Determination of Bench Life 


A more detailed series of tests were then carried 
out on the possibility of using the green moulding 
sand mix as a basis for a CO: moulding sand, the 
first stage being to determine the bench life of 
typical mixes. A 10-lb. mix of normal green mould- 
ing sand was milled for five min. with a 34 per cent. 
addition of sodium silicate. This mixture was then 
tested until no hardening could be produced on 
gassing with carbon dioxide. The results are 
shown in Table 2. It will be noticed that the bench 
life is only 20 min. A second test with the same 
sand mix gave only a 17-min. bench life. Item 3 
in Table 2 shows a life of one hr. for a sand mix 
prepared from the raw materials, and not taken 
from the foundry prepared sand. It was noticed 
that the sand gradually became powdery without 
loss in moisture content, accompanied by a fall in 
the shatter index, and then failed to harden on 
gassing. 














TABLE 2.—Results of Tests, on three Sand Mixes, to determine Bench 
Life of typical Sand Mixtures. 
Green- | 
Moisture} com- Gassed | Sand mixture 
Time (per pression | Shatter |strength,| (34 per cent. 
(min.). | cent.). —— index. (Ib. per | sodium silicate 
. per sq. in.). | added to each batch.) 
s. in.). | | (per cent.). 
Batch 1 | 
0 4.6 6.3 73.7 90 =| 70 Ryarsh silica. 
5 4.6 6.7 65.2 90 30 Mansfield Red. 
10 4.7 6.6 60.1 90 
15 4.5 5.9 57.7 80 
20 4.6 5.9 57.1 380 
26 4.5 6.2 47.8) Not 
32 4.6 5.7 51 3f| harden- | (Used sand) 
39 4.6 6.4 45.2)| ing 
Batch 2 
0 4.5 6.9 68.0 = 70 Ryarsh silica. 
5 4.5 6.9 65.4 90 30 Mansfield Red. 
13 4.5 6.9 59.6 | 80 | 
17 4.6 6.4 57.1} | | 
22 4.5 6.4 47 | Not (Clay addition 6 per 
29 4.3 5.9 49.4 harden- cent. of Ryarsh 
34 4.4 6.0 54.0 f ing content). 
39 4.4 >.9 47.2) (Used sand.) 
Batch 3* 
) 4.3 7. 85.4 — | 60 Ryarsh silica. 
5 4.3 6.9 85.9 90 =| 40 Mansfield Red. 
11 4.4 7.3 86.6 | 100 
17 4.6 Pe 86.4 | 90 (Clay addition 6 per 
23 4.5 7.5 88.8 90 cent. of Ryarsh 
30 4.6 7.5 36.6 90 content.) 
35 4.5 7.6 87.5 30 (New sand.) 
40 4.6 7.8 382.9 100 





* After 1 hour the sand ceased to harden. 


Significance of Base-exchange Tendency 


The deterioration of the sand with time sug- 
gested some reaction between the clay and the 
sodium silicate, and work was directed to examine 
the possibility of a base-exchange reaction. There 
are three main clay categories: (1) Kaolinite; 
(2) Montmorillonite, and (3) Secondary Mica 
(Illitic). A study of the major clay minerals 
showed that the montmorillonite group has the 
greatest base-exchange tendency (see Table 3). 
Montmorillonite is a hydrated aluminium silicate 
with loosely held sodium calcium, or other cations, 
within the structure, giving sodium or calcium 
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TABLE 3.—Base-exchange Characteristics of Three C/iys, 
Clay | Base- “eX hange charac «ristic, 
Kaolinite ua ba mie 15 5 Milli 7" alents/i00 gm 
Montmorillonite .. ..| 60—100 , - 
Secondary mica .. ..| 20—40 
Afte r R. E. Grim. 


montmorillonite. Sodium montmorillonite is the 
main mineral of Wyoming bentonite, whilst cal. 
cium montmorillonite is the main constituent of 
Fullers earth. By adding a small percentage of 
sodium carbonate to a calcium montmorillonite, 
an exchange of metal cations occurs to give 4 
sodium montmorillonite and calcium carbonate, 
When sodium silicate is added to a sand with a 
high clay content, it is possible that this type of 
reaction can occur. Norton’, whilst discussing 
clay slips, gives the following reaction: 
(CLAY OH)2Ca + CaSO, + Na2SiO;> 

2(CLAY OH)Ca + CaSiO; + Na,SO 
If the clay mineral has a low base-exchange ten- 
dency then this reaction would not be expected to 
take place. In fact, in Eastern European coun- 
tries’, CO: moulding sands with good green- 
strengths are being used. The clays used are 
mainly kaolins and secondary-mica groups, which. 
as is shown in Table 3, have a much lower base- 
exchange tendency than the montmorillonite group. 


Kelly and Jenny Theory 

The difference in the behaviour of the used and 
new sand, shown in Table 2, may be accounted 
for by a theory advanced by Kelly and Jenny, 
This states that, when considering the sheet-like 
structure of clays, there are excess negative charges 
at the edges of the sheets which are satisfied by 
hydrogen ions or exchangeable cations. When 
clay is ground there is a crystal breakdown which 
exposes more negative charges to be satisfied by 
the cations. Applying this theory to the present 
problem, it would be expected that used sand 
would react more rapidly than new sand, since it 
has undergone mechanical and thermal shock that 
would break down the clay crystals, thus presenting 
more unsatisfied charges and hence giving a more 
rapid reaction. 


Sodium Carbonate Addition 


If a base-exchange reaction is responsible for 
the effect of clay in a CO: sand, then, by treating 
the sand with a sodium salt before adding the 
sodium silicate, the reaction will be satisfied, leav- 
ing the silicate intact for the hardening reaction. 
This was accomplished by adding sodium carbon- 
ate to the sand mix and milling thoroughly before 
adding the silicate. Table 4 shows the results 
obtained by testing the treated sand over a period 
of 24 hr. A more protracted series of tests showed 
that the sand was still in good condition six days 
after mixing. A cross check was arranged by 
adding an excess of sodium silicate to the normal 
moulding sand. ‘This showed a similar but less 
spectacular increase in bench life. These results 
are shown in Table 5. Several sodium and potas- 


sium salts were used with varying degrees of 
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Results Obtained from Testing Sand, to — had been added 


TABLE 4. Soc lium ( ‘arbonate, over a Period l of 24 hr hr. 
Green- 
com- | 
Time | Mois ture pression | Shatter | Gassed | Sand mixture. 
(hr) strength| index. | strength} 
cent.) | (Ib. per (ib. per 
sq. in.). sq. in.). | 
() $.0 5.1 62.5 | Basie moulding sand 
+ sodium carbon- 
ate. 
0 ‘8 6.3 79.5 115.5 Basic moulding sand 
1} — 69.0 + sodium carbon- 
18) 4.8 6.8 58 51.0 ate + sodium sili- 
44 1.8 5.4 5. 51.0 cate. 
24 4.8 6.2 52.5 48.0 
2.2 7.6 49.6 Basic sand. 
3.2 9.8 69.5 Basic sand + sodium 
carbonate. 
v 4.1 5.3 81.5 141 Basic sand + “sodium 
| 4.1 5.8 83.5 123 carbonate + sodium 
1h 3.8 §.7 79.5 99 silicate. 
>t 3.8 5.4 77.5 111 
; $.1 5.9 77.0 112.5 
4 4.0 5.9 75.0 109.5 
5 4.0 6.1 82.0 94.5 
6 3.8 6.0 74.0 | 102 | 





effectiveness. T he u use of sodium carbonate proved 
to be the most efficient and economical. The 


Results of Tests on Sand having an Excess 8 of | Sodium Silicate, 


TABLE 5 


Green- 


com- | Gassed 
Time | Moisture! pression | Shatter | strength Sand mixture. 
(hr.). (per strength) index. | (Ib. per | 
cent.). | (lb. per sq. in.). 
sq. in.). 
3.1 7.2 56 Basic sand. 

0 4.1 6.3 | 72.5 | 103.5 | Basic sand and ‘sodium 
2} }; — 55.5 | silicate (5 per cent). 
4} _ 30.0 | 

214 4.4 4.9 47.5 Not | 
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application of this process to production work has 
given excellent results. It is essential, however, 
to segregate the surplus CO» moulding sand from 
the conventional moulding sand, since a reaction 
occurs producing the powdery sand effect en- 
countered in earlier experiments. This effect makes 
conventional moulding impossible, although mois- 
ture contents and green-strengths are unaffected. 


Conclusion 


The work carried out led to the following con- 
clusions: 

(1) A CO: moulding sand with a high green- 
strength can be obtained once the base-exchange 
tendency of the clay bond has been overcome. 

(2) The sand must be milled, and not prepared 
in a paddle-type mixer. 

(3) Unused CO: moulding sand must not be 
returned to the mill for use as a green moulding 
sand. Once the CO»: sand has been hardened, it 
can then be reclaimed and milled for use as a green 
sand. 

(4) Castings produced in this way are accurate 
and of good surface finish. Conventional mould- 
ing techniques can be used without special pre- 
cautions, and the production rates will only differ 
by the actual hardening time. 
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No Dividend from North British 


Locomotive 
Chairman of the North British Locomotive Com- 
pany, Limited, Glasgow, Mr. Thomas Coughtrie, 


and the vice-chairman, Lord Reith, have warned share- 
holders that they will not receive any dividend this 
year. And they may not do so for two or three 
years, 

The statement says there is “a great deal to be 
done to bring North British Locomotive to rights.” 


Loss for the half-year to July 10, 1959, is £986,567, 
and the value of the company to its equity owners is 
£375,592. The statement recalls that there were changes 
in the board of directors in June and August. Mr. 
Coughtrie and Lord Reith list five points which they 
feel might have been mentioned at the annual meeting 
of the company in May in order to give shareholders 
an “accurate and adequate” appreciation of the 
position. They add that the accounts have been 
overhauled with the auditors and “stockholders now 
know the worst.” 

Production is now being coricentrated in one works, 
and this is expected to improve efficiency. Even so, 
no immediate improvement in profits to the extent 
needed for dividend payments can be looked for. 


UK Consortium seeks American 
Steel-plant Contract 


MEECO—the UK manufacturing group, Metallur- 
gical Equipment Export Company, Limited, has 
offered $44,000,000 in credit to finance construction 
of a steel plant in New Jersey, US. Negotiations are 
in progress for the award of contracts by the Phoenix 
Steel Corporation for the erection of a new oxygen 
plant with an annual capacity of 800,000 tons. 

MEECO is a consortium of manufacturers of steel- 
works plant and equipment and its members involved 
in the present project are Davy-United, Limited, Head, 
Wrightson & Company, Limited, Simon-Carves, Limi- 
ted, and the Wellman Smith Owen Engineering Cor- 
poration, Limited. 

There is no question of any special UK Govern- 
ment guarantee. If the contract is agreed the Export 
Credits Guarantee Department can be expected to 
grant normal export insurance cover and a_ bank 
guarantee which will assure the banks concerned of 
90 per cent. of the finance involved. Phoenix is one 
of the smaller steel producers and is not involved in the 
present strike. Modification of an indenture to permit 
an increase in the mortgage and total debt of the com- 
pany would have to be sought, this requiring a two 
thirds majority of the bondholders. 
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American Letter 
Gas Porosity in Titanium. Castings* 

Porosity is a major consideration in any casting 
process. Experimental castings in titanium produced 
in the author’s department were found to contain con- 
siderable gas porosity. An investigation was accor- 
dingly conducted to determine the causes of the 
porosity, and to discover how to eliminate it. Pre- 
cipitated hydrogen has been frequently postulated as a 
cause, the theory being that the solubility of hydrogen 
in titanium decreases abruptly upon solidification, thus 
precipitating hydrogen. However, no reduction in 
porosity was observed when vacuum-remelted titanium 
was cast into non-outgassed machined-graphite moulds. 
The precipitation theory was therefore discarded. 


Chloride-vapour Entrapment 


There is a strong tendency towards chloride-vapour 
entrapment in titanium castings. Titanium sponge 
generally contains quite large amounts of sodium or 
magnesium chloride, arising from the original reduc- 
tion process. Quantities of such chlorides detected 
were sufficient to give partial pressures of 100 to 
200 mm. in the voids in castings immediately after 
solidification, which result agreed reasonably well with 
the argon pressure of 250 mm. in the furnace. Titanium 
is, of course, expected to be highly susceptible to inert- 
gas entrapment, due to its light weight. Two castings 
were poured under identical conditions, except that 
one was enclosed in an argon atmosphere, the other 
in vacuum. Argon entrapment was quite considerable, 
which emphasized the need for vacuum melting. 
Another possible cause of porosity in titanium castings 
is the entrapment of gases liberated by reaction of the 
molten titanium with the mould material. There was 
evidence of this when moulds bonded with silicates or 
other reactive binders were used. 


Expendable Graphite Moulds 


Of all the techniques tried during the experiments, 
only the use of expendable graphite moulds resulted 
in complete elimination of porosity. This mould 
material may be processed by standard sand-foundry 
equipment in the first stages of preparation. A final 
high-temperature firing should be carried out at 
temperatures up to 1,600 deg. C. in a vacuum, or 
1,600 deg. C. in a reducing atmosphere followed by a 
vacuum firing at 600 deg. C. There will then be only 
negligible surface contamination, and excellent surface 
finishes will be obtained on the cast products. The 
raw materials necessary for producing expendable 
graphite moulds are cheap, and can be partially 
re-used. With regard to properties of cast titanium 
alloys in comparison with wrought forms, the author 
considers that tensile and impact properties for the 
as-cast compare favourably to the wrought product. 
Castings free from gas porosity are now being pro- 
duced in the author’s department by double-melting 
and ae titanium into expendable graphite 
moulds. 


Cope-side Defects in Steel Castings} 


Considerable efforts have been made in the last four 
years to identify the encrusted non-metallic cope-side 
defects sometimes found on steel castings. The Ameri- 
can Foundrymen’s Society has sponsored work at the 
University of Michigan to identify these, and to deter- 


FOUNDRY TRADE JOURNAL 


OCTOBER 29, 1959 
mine their origin. From microscopic examin tion, the 
key feature in the defects appears to be the cccurreng 
of the mineral corundum. The structures «iscoverej 
are not merely evidence of Al,O,, but of a particula; 
crystallite species. Detailed explanation is given jp 
the complete report, to prove that the essential! feature 


of the defect can only occur in the metal as a rey} 
of deoxidation with aluminium. Corundum may 
originate in the ladle, as well as in the meta! stream 
and later reaction products are formed around jt— 
this agglomerate eventually reaches the cope surface 
and reacts further with silica and metal oxides. The 
report recommends that relief from this defect should 
be sought in mechanical and metallurgical techniques 
involving investigation of mould-metal reactions with 
other deoxidation products, and that an investigation 
of the rate of settling out of these inclusions in the ladle 
might also be helpful. 


America to adopt Metric System ? 


Senator Neuberger has put forward to the US 
Congress a bill which provides for a three-year study, 
by the Department of Commerce, of the practicability 
and desirability of adoption of the metric system in 
America. This study would review standards now 
used in science, engineering and industry, and asses 
the advantages, and difficulties, of adopting the metric 
system. The bill has been referred to the Committe 
on Interstate Foreign Commerce. 


Foundry for Dominican Republic 


The Dominican Republic shipbuilding and _repair- 
ing firm of Astilleros Dominicanos, C. por A. has 
installed foundry eauipment at their Rio Haina yards. 
Machinery costing $400,000 (approximately £134,000) 
has been imported, and three furnaces of 15, 10, and 
5 tons capacity have already been installed in the 
foundry which has been constructed to allow for future 
expansion. A 20-tor’ overhead crane has also been 
fitted. It is intended that the company shall produce 
machinery for the Republic’s sugar mills as well as a 
full range of products for other industries. Technicians 
from the German firms of Erwin Dorten and Dir Burkle 
will be assisting the company for a year, and will be 
training Dominican personnel to take over all opera- 
tions. It is stated by the firm. which is backed by 
$6,060,000 (about £2,000.000) of Dominican capital, that 
the only raw material which will have to be imported 
will be pig-iron. When the foundry is in full production 
it is estimated that there should be a $1,000.000 saving 
in annual imports of metal products, but with expansion 
in demand, this will not affect the volume of trade. 


Mr. Josep Linpsay, former chief generator erec- 
tor of Bruce Peebles & Company. Limited, Edinburgh. 
died on October 16. One of the pioneering engineers of 
hydro-electricity in Scotland he supervised the erection 
of generators throughout the North of Scotland Hydro- 
Electric Board’s area. Mr. Lindsay spent nearly 50 
years with the company. joining it as an apprentice in 
1910. After the first world war he became a testing 
engineer, carrying out work in Japan, China, and Korea 
between 1924 and 1927. He was appointed rotating 
plant department chief erection engineer in 1948 and 
held this post for 10 years. 











* Abstracted from a paper, by M. L. Torti, published by the 
American Institute of Mining and Metallurgical Engineers in 
the American Journal of Metals. i 
Research Corporation, 


Mr. Torti is attached to the 


National Cambridge, Mass. 


+ Taken from the final report by R. A. Flinn and L. i 
Van Vlack (University of. Michigan, Ann Arbor) for the 
American Foundrymen’s Society (steel division) resear¢! 
committee. 
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Thermal Efficiency 
of Drying Stoves 
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An inefficient stove can jeopardize the foundry manufacturing process. 
The purpose of baking in a foundry is in essence the increasing of the 
mechanical strength of naturally-bonded moulding sands, and arti- 
ficially bonded sands for coremaking, so that they can withstand the 
casting operation. Stoving has also the additional objective of elimin- 
ating moisture and volatile matter, and thereby avoiding the occurrence 
of blowholes in castings. The stove should be operated under condi- 


tions which make for full efficiency. 
regulated, and its performance subject to control. 


It should, therefore, be easily 
Tests and steps to 


be taken to see that this efficiency is secured are given in what follows. 


First of all, a test of fuel consumption should be 
made to show up whether the efficiency is good 
or bad. Normal consumptions for an actual stove 
are given in Table 1, according to whether a stove 
is operating every day, every two or three days, or 
only once a week, and also according to the fuel 
used—tar-oil or coke. These figures’ are .for a 
plant which takes a charge of 5 cwt. of moulds 
(boxes not included) per cub, yd. and 14 cwt. of 
cores (chaplets not included) per cub. yd. The 
normal charge of a stove should be sufficiently 
well packed to allow the heat of the combustion 
gas to be properly used, but also so spaced as to 
permit circulation of gases. If the figures for the 
fuel consumption given in Table | are exceeded, 
a methodical examination of the conditions should 
then be carried out to improve the efficiency of the 
stove: to do this the following questions should be 
considered : — 


TABLE 1 Data Applicable to Foundry Drying Stove Operation. 


( honmeangiesene in lb. per cub. yd. of Oren Space.) 


(Fuel 





Ww Vorking conditions. 


Every 2 or 3 days, 
Daily. or once a week. 

4.2 to 6.6 
6. 6 to 10.0 





6.6 to 10.0 
10.0 to 13.3 


Search for Improvement 


Is the Firebox of Sufficient Capacity ? 

Initially, it is advisable to make sure that the 
firebox is adequate in relation to the dimensional 
characteristics of the stove served. (It should be 
borne in mind that the stove heating power, on 
average, can be taken as 7,650 cal. per cub. yd. 
in the stove. The combustion chamber of 
the tar-oil burner should have a volume cal- 
culated on the basis of one cub. yd. per 
380,000 cal. heating potential. Furthermore, to 
be burned correctly, the fuel should be preheated 
and suitably atomized. For coke, with natural 
draft firing, it is necessary to have a hearth area 
of one square yd. for a combustion of 110 lb. of 
fuel per hr. In addition, the depth of the fuel 


bed on the hearth should not exceed ten times the 
average size of the coke. 


Is Combustion Properly Controlled ? 

The principle of this control is to fix the ratio 
of the volume of air to that of the fuel used. It 
can be assumed that a volume of air of from 
770 to 1,155 cub. ft. per lb. of coke is required, 
and from 1,155 to 1,540 cub. ft. per lb. of tar oil. 
It would therefore be necessary to ensure that the 
excess of air essential to avoid local overheating 
in the stove is curbed; if this is not done there is a 
risk of heavy heat losses in the flue gases. Thus, 
the excess of air can be lowered in the case where 
recirculation is used, which permits of economies 
in this loss. 

To ensure that combustion is satisfactory, in the 
case of tar oil, look at the chimney top. If there 
is a tendency for black smoke to be given off, this 
shows that the quantity of air being used is in- 
sufficient, or that combustion may have been 
arrested too soon in a too-low temperature zone. 
For better results, it is necessary to carry out a gas 
analysis with an Orsat instrument, with which the 
CO: content can be determined by potash absorp- 
tion, and unburnt residue determined either by 
chemical means or by combustion with additional 
air on a f atinum spiral to form secondary CO:.* 
Normal values for the CO» content will be found 
to be of the order of 5 per cent. (4 to 7 per cent.) 
for a non-recirculating stove, and 10 to 12 per cent. 
(or even lower) for a recirculation stove. 

Defective operation of the combustion chamber 
can be the cause of widespread difficulties. For 
example, a difficult case arose in a foundry through 
the appearance of a blowhole type of defect on the 
surface of certain cored castings. This defect was 
due to a deposit of incompletely burnt tar-oil on 
the cores during baking. The imperfect combustion 
of the tar oil was due to the fact that the steel- 
sheet combustion chamber had not been lined 
internally with refractory, which prevented it from 
reaching a temperature sufficient for the complete 
combustion of the fuel. 


Does the Stove Leak ? 
Leakiness of the drying chamber directly in- 





* Translated from an article in Journal d’Informations Techniques 
s Industries de la Fonderie. 


* “Practical Method for the Control of Furnace Atmospheres,” 
Fonderie, No. 63, March, 1951. 
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fluences the efficiency of the stove, and also’ the 
uniformity of the interior temperature. Thus, the 
entry of fresh air, when serious, as for instance 
under the door, can dilute the combustion gas by 
increasing flue losses, and so create a cold zone 
where drying will be imperfect. 

With a coke-fired stove, air-tightness influences 
its performance, and it is best to make certain that 
the joints of the ash pan door and the entry of the 
primary air, as well as the joints of the charging 
door, do close tightly. 

On one occasion a fire box (fitted with a reserve 
supply) with a badly-fitting door was installed so 
that the flame played upon the apron, obviously 
involving a great waste of heat and deterioration 
of the fire box. 


Is the Chimney Draught Suitable ? 


Chimney draught plays an_ essential 
especially in a natural-draught coke-fired stove, for 
which the chimney should have an adequate section 
(about 20 per cent. of the fire-grate surface), and 
sufficient height (more than 3 ft. above the level of 
the surrounding buildings). It is also necessary to 
avoid excessive draught, which causes depression in 
the stove, thereby facilitating the entry of fresh air; 
the top of the stove should be under a slight 
pressure, and it is necessary to limit the zone under 
negative pressure to the lowest possible level, whilst 
taking into consideration the efficient functioning 
of the fire box (a certain amount of negative pres- 
sure is necessary for natural-draught furnaces). The 
pressure/depression plane may be controlled by 
means of a lighted match passed along the length 
of a vertical door joint. 

In any case, it is necessary to instal a chimney 
damper, to allow of control throughout the period 
of stoving. It is desirable also to consider’ the 
installation of an inverse flue, by taking the gases 
to floor level, which makes them take a downward 
path before their evacuation;.by this method a better 
efficiency, associated with a more even spread of 
temperature, is obtained. 


Is the Temperature Distribution Properly Con- 


trolled ? 


This control is operated by movable slabs placed 
on the inlet and exit gas flues, as well as by means 
of dampers situated on the recirculation covers. 
The general principle is to enlarge the openings in 
the zones remaining cool, and reduce them in those 
which are too hot. For core stoves, a preliminary 
idea of the uniformity of heating can be obtained 
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from the colour attained after stoving b 
placed on test platforms. 


Is the Stoving Cycle carried out with Fuel I onomy 
in Mind ? 

The optimum heating cycle for moul: drying 
ovens (the time of stoving being 12 to 14 hr., and 
the depth of drying of the order of 24-in.) can he 
defined as follows: 

First phase: Raise the temperature to 300 deg. ¢. 
in three hr. 

Second phase: Maintain the temperature of 300 
deg. C. for three hr. (in the case of coke firing the 
first two phases can be lumped together into one 
of six hr. giving a progressive rise to 300 deg. C), 

Third phase: Keep the moulds in the stove after 
shutting off the heat.(shut down tar-oil burners, 
damp down coke-fired grates). 

It is wise not to prolong the second phase; the 
third phase, on the contrary, should be prolonged 
for as long as possible (at least six hours) to allow 
of the utilization of the heat accumulated in the 
already dry sand of the moulds by diffusion inwards 
(drying right through). There is at the same time an 
equalization of temperature between various layers 
of sand which are passing through one of the three 
phases of drying; so that when the moulds are with- 
drawn from the stove the risk of cracks due to the 
existence of an over-heated crust is vastly 
diminished. . 

During the third phase of stoving, it is best to 
shut the chimney completely in the case of tar-oil 
firing, and partially in the case of coke-fired stoves, 
This shutting off of the chimney allows drying to 
proceed actively, in the third phase, through the 
recuperation of the heat stored in those parts of the 
moulds which are already dried, or in the stove 
walls. If some draught was allowed to persist, 
incoming air would rapidly cool the inside of the 
stove by removing the heat up the chimney. 


Is the Stove Properly Insulated ? 

It is advantageous, in order to reduce the loss of 
heat through the brickwork of the stove, to lag the 
inside of the walls and door with a suitable insulat- 
ing material. This treatment allows a lower thermal 
inertia to be obtained, which results in a quicker 
temperature rise and reduced fuel expenditure. 
Despite the lower storage of heat in the brickwork. 
it can be shown experimentally that the cooling of 
the stove is even slower, because the external losses 
are likewise greatly reduced. The economy effected 
in the heating of the brickwork is augmented by 
the corresponding economy in chimney losses, and 
together they amount to a fuel saving of at least 
20 to 25 per cent. 


Cores 





Mr. J. HuGH NEILL, deputy chairman and joint 
managing director of James Neill & Company, 
Limited, steel, tools and magnets, Napier Street, Shef- 
field, left on Friday, October 23, for a six-week tour 
of Canada, United States, Mexico and the Caribbean. 


He is visiting agents and customers in Montreal, 
Toronto, New York, Chicago, Atlanta, Miami, 
Mexico City, Jamaica and Trinidad. Canada and 


the United States are now the firm’s third and ‘fourth 
largest export markets, and the company has a 


wholly-owned subsidiary in New York. 


Pet, Limitep, of Oldbury, Worcester, a member of 
the Tube Investment Group, is to receive a “ super 
safety” award which will be presented by the Mayor 
of Oldbury, Councillor Mrs. E. J. Gunn, on 
November 3. Altogether 29 firms have aualified for 
these awards in this first year of the scheme. To 
qualify a firm has to have an accident frequency 
record below the national average for its trade. The 
accident frequency rate at Pel, Limited, is .79. The 
— of Labour average for the industry is 


4 ch 
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New Foundry Amenities installed 
by Worthington-Simpson, Limited 


New foundry amenities and other hygienic equip- 
ment have recently been installed at the Newark 
works of Worthington-Simpson, Limited. The new 
equipment comprises showers, wash-basins, lead- 
light mirrors, footbaths, and provision for dirty and 
clean clothes safeguarded by padlocks with indi- 





use of the amenities, and a pilot scheme was 
operated for a few weeks to iron out possible diffi- 
culties. 

These welfare improvements are augmented by 
a scheme for the control of dust and fumes in the 
foundry. The equipment for this was supplied by 














Fic. 1.—Part of the new foundry amenities recently installed at the works of Worthington-Simpson, 
Limited—(left) clothes’ baskets, each with individual padlocks, and (right) some of the new footbaths. 


vidual keys (see Fig. 1). The installation cost 
£10,000, and was designed in consultation with 
representatives of the 180 foundry workers for 
whom it caters. The rooms are tiled throughout to 
facilitate hygiene in general and easy washing-down 
in particular. Water is supplied at a controlled 
temperature of 110 deg. F., and no effort has been 
spared to ensure that a complete service is offered 
for the foundry personnel—there are even sockets 
for electric razors. Staggered hours permit easy 


August, Limited, of Halifax. New sand-mills and 
sand-storage hoppers with conveyor distribution to 
the mechanized section have been installed, with 
fume exhaustion after pouring. After casting, the 
mou!ds are moved on a mechanized track to a 
vibrating knock-out grid with exhaust arrange- 
ments. In addition, there is a moving belt to the 
sand-slinger for the heavy floor-moulding section, 
the static knock-out also having exhaust facilities. 








F. Perkins’s Extension Scheme 

Work is to start soon on a £285,000 extension plan 
at the Eastfield factory of F. Perkins, Limited, the 
Peterborough diesel-engine manufacturers. It will in- 
clude the erection of three extra bays at the factory, 
which employs 6,000 people, and is linked with a 
development scheme involving additional plant, equip- 
ment, and materials handling facilities. 

The company’s managing director, Mr. M. I. 
Prichard, announced that peak production this year 
will be more than 400 engines a day. a figure which 
will rise to 700 next year. Export sales increased by 
45 per cent. during the first six months of this year 
compared with 1958, excluding engines produced for 
Massey-Ferguson 


Speed up of Freight Services at Manchester 

Following recent reconstruction and modernization, 
the goods depots of British Railways, London Midland 
Region, at Ancoats and Ardwick East, are now opera- 
ting under a new “ one-way ” system. Traffic previously 
delivered from the two depots will be concentrated 
through Ardwick East, and traffic for forwarding will 
be concentrated through Ancoats. A unified motor fleet 
will operate for the delivery and collection of traffic. 

This “ streamlining” of services, with the improved 
terminal facilities will increase the efficiency in the 
handling of sundries traffic and will cater for any 
increase in the tonnage through the two depots. Both 
depots will be under the control of a goods agent, 
resident at Ardwick East. 


E 
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Eccentric Bellfounders of the Mendips’ 


By Ronald Bailey 


The village of Chew Stoke, lying in a Mendip dale near the Chey 
Valley Lake (the new Bristol reservoir), was for at least 150 years the 
home of the Bilbies, a family of bell.and clock makers whose name ha; 
become legendary in the West Country. The following article record 
their exceptional achievements, and describes, in a very entertaining 


The Bilbie family started business in Chew Stoke, 
a West Country village, in the 17th century, ahd 
continued until about the time of Waterloo. The 
earliest of their church bells, aptly enough, is to be 
found at Chew Stoke (1698). Bilbie bells are 
encountered in Bristol, occasionally in Wiltshire, 
and all over Somerset. Hardly a Mendip village 
is without one or more of them. Their largest 
product seems to be the two-ton tenor bell in Yeovil 
parish church. 

In or about 1745 the second Thomas Bilbie, a 
freeman of Bristol, broke away from the Chew 
Stoke business to start the West of England Church 
Bell Foundry at Cullompton, in Devon. He was in 
business for 42 years, and supplemented his activi- 
ties with the making of lead snow-boxes, cisterns. 
pump faces and similar articles, many of which still 
exist in that neighbourhood. An unverified story 
tells how the last of the Devon Bilbies destroyed 
himself on failing to tune a bell to perfection. 

In Devon alone there are said to be 350 Bilbie 
bells. The Cullompton business was sold to the 
Pannells in 1813, and they continued it until 1855. 
The last of the bells from the Chew Stoke foundry 
are at Wedmore and Chew Magna, both in Somer- 
set and dated 1801. 


Legends of the Bilbies 


Stories of the Bilbies abound in their native 
village. Tradition has it that they were a queer, 
eccentric, clannish family, living very much to them- 
selves in almost gypsy fashion. It is said that they 
let their hair grow lank and long until it was half 
way down their backs. Whether they practised a 
lot of mumbo-jumbo nonsense to impress the clergy 
and churchwardens, or whether they really had 
trade secrets unknown to others, it is perhaps futile 
now to argue; but they sedulously surrounded their 
craft with an aura of mystery, and it cannot be 
denied that there are tonal qualities in their bells 
that place them in a class of their own. 


Production Preliminaries 


When a parish invited the Bilbies to provide a 
new bell, and especially when an entirely new peal 
was needed, a member of the family would arrive 
in the village and settle himself at the inn. He 
would seemingly loiter around for several days, 
undertaking nothing more strenuous than an 
occasional climb to a hill-top. Back in the village 





*Abstracted. from an_ article, of the same title, which 
appeared in Country Life. 


manner, their production methods. 


inn he would be very weather-wise, talking of the 
morrow’s wind or rain. Then one day he would 
announce that conditions were just right, and he 
would ask for the ringers to be at the church before 
sunrise. 

Before daybreak the bell-maker would make for 
the nearest pond and, no matter whether it was 
summer or winter, would strip off everything except 
trousers and boots and wade into the water until 
it was up to his neck. Standing motionless until the 
last ripple had died from the pond’s surface he 
would then give a signal to the ringers to peal the 
existing bells. 

Having correctly attuned his ear to the needful 
peal the bell-maker would return to Chew Stoke 
and the family would set to work. Sometimes they 
spent weeks in preparing the metal ingredients and 
the moulding loam. Calamine, which was plentiful 
on Mendip, was said to be one of their secrets, while 
the loam contained clay, dung, hair and “ zummat 
that can’t be spoken of.” 


Casting Rituals 


The Bilbies specialiZed in tenor bells and these, 
it was asserted, were always cast in tune without 
the use of tuning forks and with no chiselling away 
of bits from the sound bow. The bells were cast 
either at Chew Stoke or in the churchyard below the 
tower in which they were to hang. But wherever 
the casting was done, it was not without its ritual. 
It was always done on a calm night, at a time of 
full moon, and after the midnight chimes of the 
church clock had faded away. 

The Bilbies did not object to spectators; indeed, 
they seemed to welcome them, though the need for 
absolute quiet was insisted upon, and observers 
were posted along any approach roads to ensure 
that no cart rumbled noisily upon the scene to upset 
the texture of the molten metal. The casting pro- 
cess always ended with buckets of water being 
thrown on the fire—not to put it out, as the Bilbies 
explained, but so that the fire. for one brief moment, 
would flare up hotter than ever, and “ that’s just 
what we do want.” 


Traditions 
That their talent was something akin to genius 
no one will deny; and the Bilbies themselves were 
in no way modest about their achievements. They 


inscribed their bells with blatant self-advertisements 
and disparaging allusions to other bellfounders, 
and the phraseology was often naively rustic. 
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example, at Bruton we encounter: 

Once I'd a note that no one could bear 
But Bilbie made me sweet and clear. 
And at Keynsham: 

| value not who doth me see 

For Thomas Bilbie casted me. 

Although my sound it is but small 

I can be heard amongst you all. 

A story often told at Chew Stoke is about the 
time when the Bilbie brothers, having put the melt- 
ing pot on and got everything ready for making the 
bell, adjourned to the inn. While they were away 
their sister came out of the house, and, finding the 
metal just right for casting, poured it into the mould 
and produced a perfect bell. The brothers, on their 
return, smashed the bell and re-cast it. “ They 
felt,” it is said, “ that no woman should have credit 
for casting a maiden bell.” 


About six months ago, the JOURNAL carried a report 
on the Open Day of the F. H. Lloyd group of steel- 
founders. when their Wednesbury foundry dnd machine 
shops received visitors from a wide cross-section of 
industry. In contrast with this, there was held on a 
Saturday recently, a function~at which the firm’s 
employees. their wives and families, were given the 
freedom of the works. All that was needed was for 
the visitors to possess a ticket of admission and then 
they were at complete liberty to wander at will around 
the shops. It was indeed inspiring to see the pride with 
which employees conducted parties of their nearest 
relatives around, showing them their work-places and 
introducing them to colleagues. Not least, also, it 
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Brakeshoe’s European Interests 


By way of its Swiss subsidiary, Brakeshoe Inter- 
national, the American Brake Shoe Company has 
acquired hydraulics firms in England and Belgium as a 
first step in establishing European production and 
marketing facilities for Brakeshoe International. The 
English company is Deri (Engineers), Limited, manu- 
facturers of industrial hydraulic pumps and motors, of 
Shoreham-by-Sea (Sussex), and the Belgian firm, 
Hydrobel, SA, is the largest in its field in that country. 


Mr. W. C. Denison, president of Brakeshoe Inter- 
national, said that within four or five years he envisaged 
a substantial increase in investment and operations, 
ultimately amounting to several million dollars in 
Britain and western Europe. 


Mr. C. S. Prendergast will continue as managing 
director of Deri, and the board will include Major J. 


afforded an opportunity for wives to meet their hus- 
bands’ workmates—whom they had perhaps heard 
discussed many times (maybe in terms of affection or 
the reverse!) but had never previously met face to face. 
Refreshments were provided in the works canteen 
throughout the period and displays of products were 
on view in the foundry, fettling shops and in the 
machine-shops. Latecomers, however, missed one of 
the “star ” exhibits, because at 9.30 a.m. this impressive 
casting (illustrated below) left the works on a low- 
loader road-vehicle bound for the Newcastle-on-Tyne 
works of C. A. Parsons & Company, Limited, on the 
final stage of a long journey which is to end in a 
Commonwealth power-station. 


Large turbine-casing leaving the Wednesbury steel foundry of F. H. Lloyd & Company, Limited en 
route for C. A. Parsons & Company, Limited, Newcastle-on-Tyne 
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Equipment and Supplies 

Mobile Sandrammer 

Foundry Equipment Limited, Linslade Works, 
Leighton Buzzard, Beds., have produced their largest 
Sandrammer to date in the Senior No. 4 mobile machine 
(see Fig. 1 (left)). It is designed to meet the increasing 
demand for large fully-powered locomotive-type 
Sandrammers for use with large floor-moulds and pit 
moulds. The machine is fitted with a 24-in. dia. head, 
and has a total arm radius of 15 ft. (rear arm 9 ft. 
plus front arm 6 ft.). Its overall dimensions are: 
length, 35 ft. 104 in.; width, 8 ft. 4 in., and height, 
15 ft. 14 in. 


Triple-bladed Impeller 

The head contains a new type of triple-bladed 
impellor (see Fig. 1 (right)) covered by British and 
international patents, and is powered by a 50-h.p. 
motor at 1,440 r.p.m. (giving a blade-tip speed of 
9,050 ft. per min.). The sand output (projected through 
the head) varies between 1,200 and 2,000 lb. per min. 
A by-pass plough and chute is fitted, to divert loose 
unrammed sand on to the pattern before the high- 
density ramming takes place through the head. 


Front and Rear Arms 

The front-arm 12-in. belt conveyor feeding the 
impeller is driven through a gear box from the main 
impeller drive at a speed of 895 ft. per min. The rear- 
arm belt feeding the impeller belt is 17 in. wide, and 
is driven by a separate 3-h.p. motor at 740 ft. per 
min. Both arms of the Sandrammer are actuated by 
oil hydraulic torque convertors or “slave units” fed 
by a double pump driven from a 74-h.p. motor located 
at the back of the rear arm. The arm speeds are 
pre-set by flow-valves located beneath the rear arm, 
but the speed of both arms can be separately adjusted. 
The movement of the arms is effected by a control 
column of unusual design, which contains a “dead 
man’s button.” If the pressure on this button is 
released for any reason whatsoever the control 
circuit is “ killed,’ and the arms come to rest regard- 


Fic. 1.—(left) Mobile Sandrammer manufactured by 


(right) the new triple-bladed impeller, powered by 
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less of any movement of the control columr 


Operator’s seat 

The operator’s seat is designed to give protection 
to his legs, and an adjustable flood-light is fitted just 
behind the head of the machine to facilitate ram. 
ming. The seat can be easily pivoted downwards to 
give immediate access to the Sandrammer head for 
checking or maintenance purposes. 


Detachable, and Fixed, Hoppers 

The actual mobile unit consists of a removable 
hopper with a drop bottom, having a capacity of 
approximately 6 to 7 tons of sand. Underneath the 
hopper is a 24-in. wide feeder-belt delivering to 
19-in. belt and bucket elevator. The sand feed system 
has a maximum capacity of 28 ft. per min (equal to 
approximately 2,000 Ib. of sand per min). A permanent 
magnet is fitted at the head of the rear conveyor- 
belt to extract the smaller magnetic ferrous inclusions. 

The approximate total weight of the complete Sand- 
rammer without sand is 15 to 16 tons. The machine 
is supplied complete with a spare detachable hopper, 
although where required it can be supplied with a 
fixed hopper, for foundries where a direct distriby- 
tion belt-feed can be brought over the hopper. In 
practice, however, it is considered advisable to use 
the detachable system, so that one hopper is being 
used on the machine whilst the other hopper is being 
taken by crane to the sand-preparation plant for 
filling and return. 

The machine is supplied complete with self-winding 
electric cable reel (standard length of cable up to 
200 ft.). To ensure safety up and down the track 
whilst in operation a high-powered hooter is fitted, 
which is push-button controlled by the operator. All 
movements of the machine are within easy hand reach 
of the operator when he is in the control seat. The 
patented triple-bladed impeller, and special design of 
the machine, is claimed to ensure the hardest possible 
balanced “ throw ” of sand, and reduce vibration to an 
absolute m‘nimum. The machine is designed for 
long-term operation under heavy foundry conditions. 


Foundry Equipment, Limited, of Leighton Buzzard; 
a 50-h.p. motor. 








0 


Lit 


b Get 
hyd 


ran 
ma 
for 


B cen 


tan 


rig' 











eCtion 
d just 
Tam- 
ds to 
d for 


able 
ty of 
h the 
to a 
yStem 
lal to 
anent 
eyor- 
sions, 
Sand- 
chine 
pper, 
ith a 
ribu- 


Use 
being 
Deing 

for 


ding 
Pp to 
track 
itted, 
All 
each 
The 
n of 
sible 
O an 
for 
ions. 


‘ard; 


ae 


Se rs 














OCTOBER 29, 1959 


Tracer Milling Machine: Midgley and Sutcliffe, 
Limited, Hillidge Works, Leeds, a member of the 


' George Cohen 600 Group, have added a fully-automatic 
_ hydraulically-controlled tracer model to their Richmond 


range of milling machines. The duplex turret milling 


’ machine accurately duplicates negative or positive dies 


for various industries. Twin Hyspeed heads at a fixed 
centre distance with the Hydrotracer in the centre 
permit both halves of a mould to be machined simul- 
taneously and identically. 


Distribution Rights: Alfred Bullows & Sons, Limited, 
Long Street, Walsall, announce that they have made 
an agreement with the Gray Company Inc. of Minne- 
apolis, USA, whereby they have sole distribution 
rights in the UK for the complete range of Graco 
industrial equipment, which includes airless spray- 
painting equipment, heavy-material spray and extrusion 
equipment, and fluid-transfer equipment. 


Hydraulic Equipment: Keelavite Hydraulics, 
Limited, of Aliesley, Coventry, have appointed Holman 
Bros. (Pty.), Limited, P.O. Box 6218, Johannesburg, 
as their agen: for the sale of hydraulic equipment in 
South Africa and Rhodesia. Holman Bros. are manu- 
facturing hydraulic cylinders under licence from 
Keelavite. ° 


ISI Translations 


From amongst the most recently published lists of 
translations available from the Iron & Steel Institute 
(4, Grosvenor Gardens, London, S.W.1), the following 
have been selected as being of interest to founders. The 
price quoted is that for single copies, postage extra, 
there being reductions for quantities ordered. Readers 
writing for translations, or for further information, 
should mention this JOURNAL when doing so. 


1378 “ULTRASONIC TESTING OF CAST IRONS WITH LAMINAR AND 
SPHEROIDAL GRAPHITE FORMATION,” Patterson, W., and E. 
Bodmer, Giesserei, 1957, July, pp. 909-917. (£4 15s.) 


Ultrasonic speed measurements were ‘made for both 
longitudinal and transverse waves in test-pieces of cast 
iron with differing textural formations. From the dif- 
ferent speeds recorded it is possible to differentiate 
between a laminar and spheroidal-graphite formation. 
Using the same measurements it is possible to make an 
approximation of the modulus of elasticity in shear 

_ and in tension, and Poisson’s ratio. (Author’s summary.) 

1368 “‘ DESIGN OF THE SCREWED JOINT OF CRANE HOOKS IN CORREC1 
RELATION TO THE STRESSES ENCOUNTERED,” Maduschka, L. 
Stahl u, Eisen, 1959, vol. 79, May 28, pp. 797-802. (£4.) 

1385 “‘ PREVENTION OF GASSING ACCIDENTS IN IRON AND STEEL- 
works,” Zillmer, E., Stahl u. Eisen, 1959, vol. 79, April 
30, pp. 629-634. (£4 5s.) 

1447 “‘ DETERMINATION OF THE QUENCHING CAPACITY OF QUENCHING 
OILS. II—THE VALUE AND SUITABILITY OF VARIOUS TES! 
pRoceDURES,” Schaaber, O., and R. Chatterjee-Fischer. 
Industrieblatt (Stuttgart), 1959, July. 321-324. (£3 15s.) 
A series of procedures for determining the quenching 
capacity of quenching oils, proposed in Germany and 
America, have been investigated for their suitability 
for standardization. - From the results and considera- 
tions it is not possible to characterize the quenching 
cavacity of an oil only by a single numerical value. 
Values in different temperature ranges are needed, For 
a unique characterization two procedures seem even to 
be necessary, one showing the behaviour on the sur- 
face, and one showing that in the core. The austenitic 
cylinder and the temperature rise procedures seem to 
be suitable for standardization. (Author’s summary.) 


Translations in course of preparation include:— 
1440 “‘ MEASURING THE DUST-CONTENT IN INDUSTRIAL GASES AND IN 


THE AIR: MEASUREMENTS OF THE DUST DEPOSITED ON THE 
GrounD.” Guthmann. K.. Stahl und Eisen, 1959, vol. 79 
(16). Aug. 6, pp. 1129-1141. 


1460 “ PABRICATION OF LARGE-DIAMETBR PIPES IN THE SEDAN PAC- 
TORY OF THE SOCIETE LORRAINE-EScAUT,” Petit J., Techn 
Moderne, 1959, April, pp. 197-206. 

1458 “‘ DIGEST ON SAMPLING AND DETERMINATION OF HYDROGEN IN 
streL.” A. Stetter, Stahl u. Eisen, 1959, July 23, pp. 
1087-1090. 
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News from South Africa 


Steelfounding with Zircon Sand 


The first metallurgical plant to use power generated 
from the Zambesi River has been put into operation by 
Tow Brothers Ironworks, Limited, at Livingstone, 
adjacent to the Victoria Falls. Power is obtained under 
off peak conditions at 4d. per unit, with no maximum 
demand charge, and it is estimated that there is 
sufficient natural water storage in the upper reaches of 
the Zambesi to provide a maximum generating capacity 
in the dry season of 185 megawatts. Under these 
conditions, and with nearby Wankie coke available, 
there would seem to be scope for further electro- 
metallurgical developments in this area. 

At the new plant, the first foundry in Northern 
Rhodesia to produce alloy- and carbon-steel castings, 
the initial plant installation consists of a two-ton 
nominal capacity electric-arc furnace for the produc- 
tion of alloy- and carbon-steel castings, and heat- 
treating plant is made up of pyrometrically-controlled 
units supplied by the Wellman Smith Owen Company. 

An interesting feature is that zircon sand is being 
used exclusively for moulds and cores. Whilst zircon 
facings have been used for many years, this is believed 
to be the first foundry to operate entirely on zircon 
sand. This was dictated by the circumstances that 
manganese steel is a major production and that the 
adjacent Kalahari and Zambesi alluvials, up to the 
present, have yielded no silica sand of a permeability 
suitable for steelfounding. : 

It is anticipated that the use of zircon sand will 
enable the initial production of 100 tons of saleable 
castings, in a production cycle comprising moulding, 
pouring, knock-out, fettiing and sand preparation, to 
be undertaken within an area of only 600 sq. yd. with 
consequent saving in handling, moulding-box capacity 
and services. The sand used is being obtained from 
the Umgababa, Natal, mine of the Anglo-American 
Corporation and its long life in use and other advan- 
tages are expected to off-set its initial cost. Advisor to 
the project is Mr. A. G. L. Lewis of Meehanite (Africa) 
(Pty.) Limited. 


British Consortium for Power-station 
Construction 


A new consortium of established British companies— 
Power Construction, Limited—has been formed to 
design, manufacture, deliver, and construct “ pack- 
aged ” power stations, burning coal or oil, in any part 
of the world. The members of the consortium are:— 

Armfield Hydraulic Engineering Company, Limited, 
makers of water turbines, water sluice and scour gates, 
etc., of Ringwood (Hants); Belliss & Morcom, Limited, 
manufacturers of steam turbines and engines, oil en- 
gines, etc., of Birmingham; Cory Bros. & Company, 
Limited (a member of the Powell-Duffryn, Limited, 
Group); Lancashire Dynamo Holdings, Limited, hold- 
ing company of electrical machinery manufacturers, of 
London, S.W.1, and the Mitchell Engineering Group, 
Limited, contracting engineers for complete power 
stations, of Peterborough. 

The range of experience and the facilities of its 
members enables the consortium to offer a comprehen- 
sive and completely integrated service embracing all 
stages from the planning to the commissioning of 
power stations and, through the combined organiza- 
tions, has representation in most parts of the world. 

The address of the consortium is:—Power Con- 
struction, Limited, 19, Berkeley Street, London, W.1 
(telephone: GROsvenor 3801/9). 





394 


BISRA Open Days 


The British Iron & Steel Research Association 
arranged a special Press showing of their laboratories 
at Battersea last week, as a preliminary to two Open 
Days (October 22 and 23) which were designed to 
show their member-firms and friends in the industry 
something of the current work in progress. The 
JOURNAL’S representative was present, and found some 
of the research being done to be of particular interest 
to founders. 


For example, in the corrosion department, it has 
been discovered that, although the corrosion rates of 
ordinary steel and of copper-bearing steel do not differ 
appreciably when they are totally immersed in sea- 
water, the corrosion rate may be roughly halved by 
the addition of 3 per cent. chromium. Tests have also 
been made on a number of anti-corrosive paints for 
ships’ hulls and steering gear. The initial tests 
were carried out on small specimens attached to a 
raft in the Menai Strait, and the best compositions 
were subsequently tested by service trials on the hulls 
of several vessels. One of the best compositions was 
pigmented with basic lead sulphate, aluminium, Burn- 
tisland red and barytes, bound with a modified phenol- 
formaldehyde resin/stand oil/tung oil medium. It has 
been found that anti-corrosive paints generally fail to 
adhere to freshly descaled ship-plate, and that a period 
of weathering to induce a moderate degree of surface 
rusting is beneficial to adhesion, provided the final 
wire-brushing is done immediately before painting. 
Another research feature of interest to founders—in 
relation to protection of plant and equipment—is that 
the BISRA corrosion committee and the British paint 
industry have co-operated to develop new and better 
priming paints for structural steel. One of the best 
protective paints has been found to consist of alu- 
minium/basic leaa sulphate in alkyd medium. Other 
research has consisted of field tests on iron and steel 
pipes, both with and without protective coatings; bare 
nodular cast-irons, and iron and steel protected by hot- 
dipped tar and bitumen coatings. A slate-filled coal- 
tar pitch has proved to be the best protective coating. 


Ergonomics and Safety 


Much of BISRA’s work in ergonomics has been on 
the design of crane cabs and crane controls. The 
older type of cab is considered to be unsatisfactory 
in several respects; the driver has to stand, the controls 
are big and awkward to operate, there is no protection 
from heat, dust or fumes and it is difficult to see out. 
All these problems have been tackled with success. 
It has been determined that, for ease and accuracy of 
operation, the handles of .master controllers should 
move in straight lines and should possess “ realism,” 
that is, moving a handle should cause the object con- 
trolled to move in the same direction. Controllers 
should be as small as possible, and hence should have 
the least number of “notches” consistent with 
adequate control. More use should be made of foot 
controls. Experiments in BISRA’s laboratories have 
determined the best position for the pivot of a foot 
pedal. A very interesting discovery has been made 
from a poll amongst wearers of safety boots. Out 
of every 100 men asked why they wore safety boots, 
67 said “don’t know,” 16 said “because they are 
good quality,” 9 said “ because they are comfortable,” 
and only three said “for reasons of safety.” Eye- 
appeal would therefore seem to be of the utmost 


importance in persuading personnel to wear these 
boots! 
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Management Luncheon i:. 
Sheffield 
Addressing members of the Sheffield branch of the 


British Institute of Management at their first luncheon 
on October 21, Mr. W. H. Higginbotham, chairman 
of Edgar Allen & Company, Limited, Sheffieid, said 
that “We in Sheffield have tended rather to make a 
fetish of quality” but that the concern of cu:tomers 
was with “value in use.” Over-elaboration he said 
was not a good selling point; and though the words 
“made in Sheffield ” were a guarantee of quality, they 
had little effect on the customer if they were applied 
to an article or product which was, competitively 
speaking, out of date. He went on to point out that 
Sheffield was particularly concerned with requirements 
of users and consumers, mainly industrial, and that 
long continuance with a successful product and manv- 
facturing policy might lead to bankruptcy. The marvel 
of to-day, he said, might be the commonplace of 
to-morrow, and the obsolete of a year hence. 

Colonel Sir Frederick Neill, chairman of James 
Neill & Company (Sheffield), Limited, said capital 
expenditure had to proceed with great speed if this 
country were to hold its own. Mr. Alex Dormer, 
chairman of the Sheffield Twist Drill and Stee! Com- 
pany, Limited, and chairman of the Sheffield branch 
of the Institute, emphasized the need for improvement 
of ideas on production and selling. 

Speaking about visitors coming to Sheffield, Mr. 
Higginbotham said that although manufacturers in 
Sheffield made great efforts to attract visitors, especi- 
ally from abroad, they were handicapped by inade- 
quate transport facilities, especially air services, and 
by a lack of sufficient and suitable hotel accommoda- 
tion. He suggested that Sheffield businessmen might 
combine to provide a hotel in the city. He went on 
“T am told that in Diisseldorf in Germany, and in 
Gothenburg in Sweden, local businessmen faced with 
a similar problem built 4heir own hotels with confer- 
ence rooms and other facilities.” He added, “ It seems 
absurd—as we so often have to do—to accommodate 
our visitors, either privately or miles away in Derby- 
shire, to say nothing of the inconvenience and _ loss 
both of time to them and to us. The impression they 
get is far from good.” 


Young Engineers’ Prospects 

The possibilities of promotion in the automobile 
industry were compared with those in other industries. 
when Mr. Stanley Markland, 0.B.£., works director of 
Leyland Motors, Limited, and managing director of 
Albion Motors, Limited, addressed the 16th annual 
general meeting of Leyland Motors’ Engineering 
Society—a society formed to cater for the younger 
members of the company. 

Mr. Markland said that despite the attractions of the 
atomic and aeronautical industries, which appealed to 
some young men with high technical qualifications, 
the automobile industry had still much to offer. In 
fact the prospects of advancement offered by the 
automobile industry were as good, if not better, than 
any other he knew. “The ever-increasing demand for 
automobiles indicates a period of prosperity and ex- 
pansion in the industry for generations to come,” he 
said. “There is room for the best brains that we 
can muster. For those who have the ability, the 
rewards are amongst the highest.” 

Sir Henry Spurrier’s annual prize of £25 for the 
best member of the Society during the year was pre- 
sented to Mr. B. Hindle, a 25-year-old research 


technician. 
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Notes from the Branches 
Northampton Section 


In September, members of the Northampton & dist- 
rict section of the Institute of British Foundrymen 
visited the works of Crane, Limited, at Nacton Road, 
ipswich. They arrived at 11.0 a.m. and toured the 
foundries until 1.0 p.m., when they were entertained 
to luncheon in the works canteen, after which the 
whole of the afternoon was spent in the works. 


The visitors were met by Mr. T. D. Oughton, presi- 
dent of the East Anglian branch, and manager of the 
malleable foundries, and Mr. R. Y. Peacock, man- 
ager of the grey-iron foundries. The whole tour was 
very interesting and much enjoyed by the visitors. 

The company is one of the largest producers in 
this country of malleable pipe-fittings in sizes of from 

to 6-in. dia. Vaives, of + to 24-in. dia., are also 
produced in cast steel, cast iron and bronze, other 
products are domestic boilers and radiators, and larger 
sectional cast-iron boilers for all forms of heating. 
The works covers an extensive area and employs 2,500 
men and women whilst the foundry alone employs 
some 600. 


Grey-iron Foundry 


The grey-iron foundry is laid gut in five separate 
moulding units which make radiators, small boiler 
sections, and valve parts up to 18-in. dia. The 
radiators are made on special machines peculiar to this 
firm and of American origin, whilst the largest boiler 
sections are made on a very efficient slinging machine 
layout, where power-operated roller-track transfer cars 
and power-operated moulding-box pushers’ were 
observed. The foundry is provided with metal from 
one co.d-blast cupola of 6 tons per hour capacity and 
1 hot-blast cupola of 9 tons per hour, both feeding 
nto receivers. It was said that the cold-blast cupola 
was soon to be altered to hot-blast as these two furnaces 
have to melt every day to produce 250 tons of castings 
pr week. Charging was by a drop-bottom-bucket 
machine. 

In the malleable-fittings foundry, batteries of small 
gueeze machines are used with snap flasks: these 
produce many tons per week using metal from a large 
hot-blast cupola which taps into an electric-are furnace. 
Anew malleable foundry which has been started up is 
now one-third developed; this is making fittings and is 
equipped with electric annealing ovens. A very large 
onnage per week of bronze castings is made in the 
non-ferrous foundry, which the visitors found to be 
iery clean, and of a simple and highly efficient lay- 
ut using a minimum of mechanization. 

The coreshop was also well laid out. It was noticed 
by the guests that a number of the cores were of a 
complex nature and of particular interest were the 
radiator cores which are fully vented and carry no 
reinforcement. It was said that continuous-drying 
wens were not suitable for these because, unless the 
most meticulous care was paid to core drying, there 
would be a high percentage of scrap. 

A large part of the afternoon was taken up in a 
tour of the machine-shops and valve and boiler 
assembly lines. It was seen that very fine limits are 
imposed on fittings because a tap has to be inserted 
into the cast diameter as no prior machining operation 
s carried out. The automatic-galvanizing shop was 
visited as was also the pressurt-testing department. 
The parties finished up in the patternshop and returned 
for tea in the canteen where the many questions 
f the visitors were dealt with. 
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Mr. R. Jelley, branch senior vice-president, proposed 
a vote of thanks to the company, and commented on 
the open and frank way in which the plant had been 
shown and questions answered. Mr. Oughton replied 
on behalf of the firm, and the visitors left for home 
at 5.0 p.m. after a very full and instructive day. 


Slough Section 


On September 29, the Slough section of the Institute 
of British Foundrymen commenced proceedings for 
their 1959/60 session with a meeting held in the 
Lecture Theatre of High Duty Alloys, Limited. Mr. 
S. J. Williams, section president, was unfortunately un- 
able to attend as he was in hospital, so Mr. H. J. 
Proffitt read a short address from him. In this, Mr. 
Williams stressed the importance of members attend- 
ing aS many meetings as possible, even if the topic 
under discussion was not in their own particular field 
of interest. He also said that wholehearted entering 
into the discussions which followed the lectures, was 
one way of understanding what the other fellow was 
doing or driving at, and he felt that this was the whole 
essence of Institute meetings. He concluded by saying 
that he hoped members would not be shy of taking part 
in the discussions during his term as president. When 
the preliminaries of the meeting had been dealt with. 
Mr, Proffitt introduced the lecturer, Mr. H. G. King, of 
British Railways, Eastleigh, who presented a paper 
entitled “Introduction to Patternmaking in Plastics.” 


Mr. King, who is becoming very well known for 
his knowledge of the use of plastics for patternmaking, 
gave a very detailed and explicit account of the manu- 
facture of plastic patterns from the master to the 
complete pattern. Patterns of various types of manu- 
facture were described, and these ranged from the 
small patterns, solidly cast in epoxy resin, to the 
larger patterns, and coreboxes which are built up by a 
system of lamination. The author gave a wealth 
of information as to the materials and equipment 
needed to manufacture plastic patterns, and illustrated 
his paper with a set of excellent slides. He also had 
on display a number of finished patterns which were 
made available for examination by members. A very 
interesting discussion followed the paper, Mr. King 
being called upon to answer numerous questions. 


A vote of thanks to the lecturer for his exception- 
ally interesting paper was proposed by Mr. Pitcher, 
who said he had learnt a lot from Mr. King about 
“the other fellow’s job.” Mr. Hoesli, who seconded 
the vote of thanks, wondered if plastics, as well as 
helping foundrymen to produce castings, were not also 
causing some embarrassment to them by _ replacing 
metal castings for many uses, particularly in the 
domestic market. He also congratulated Mr. King on 
the excellent samples he had on display, and said 
he was amazed at the degree of finish achieved on these. 


East Midlands 


The first meeting of 1959/60 session (on October 
10) of the East Midlands branch was a works visit 
to G. Perry & Sons, master patternmakers, of Leicester. 
No fewer than 120 members foregathered to inspect the 
workshops of the company and the large number of 
exhibits displayed on the premises for the convenience 
of members. Most of the visitors were able to see in 
th course of preparation one or more items for service 
in their own works. Following the tour of the works, 
members were entertained to tea by the company, this 
being taken in the nearby Aylestone Village Hall. 
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Notes from the Branches 
Evening Meeting 


Later in the day, Mr. B. N. S. Perry, the new branch 
president gave his presidential address at the Leicester 
College of Technology and Commerce, and took as 
his subject the theme of development in foundries 
during the history of the Institute of British Foundry- 
men, with particular reference to the part played by the 
East Midlands branch. 

The speaker for the evening’s technical lecture was 
Mr. H. G. King who spoke on “ The Introduction of 
Patternmaking in Plastics” (see previous page— 
Editor). A lively discussion followed, to which 21 
members enthusiastically contributed, before the meet- 
ing was concluded by a vote of thanks proposed by 
Mr. S. A. Horton, past-president. More than 120 
members were present. 


South Africa 


The South African branch held a social evening at 
Pharmacy House Auditorium, Johannesburg, during 
September, under the chairmanship of Mr. K. H. 
Coombs, the branch president. 

During the evening, by courtesy of British Overseas 
Airways Corporation the following films were shown:— 
“The Jet Circle,” a film of a colourful journey around 
the world, with touch downs at San Francisco, Hawaii, 
Tokyo and Hong Kong; “Gateways to Europe,” a 
travelogue in colour of 15 European countries, show- 
ing some of the familiar characteristics of each; 
“* Majesty in the Air,” which depicted various historical 
pageants in a variety of settings throughout Britain, and 
the last film “Everybody’s Flying,” was an amusing 
character study of various personalities from different 
walks of life, during a night flight. There were approxi- 
mately 150 members, guests and their ladies present at 
this function, which was concluded by the serving of 
refreshments by Mrs. I. R. Duncan and Mrs. John 
Steele. 


Works Visit 


Members and guests of the branch, spent a most 
informative and interesting afternoon recently, touring 
the plant of National Motor Assemblies (Pty.), Limited, 
near Johannesburg. Rambler, Peugeot, Hillman and 
Citroen cars are assembled at this plant, which em- 
ploys a total of 650 Europeah and non-European 
employees. Seventeen different models of the fore- 
going units are assembled, and in any one model there 
are from two to three thousand parts, ranging from 
fibre washers to plastic hard-tops. The parts arrive 
in standard-size packing cases from the UK, USA and 
France, and the cases contain a variety of parts so 
packed as to utilize the volume to capacity. At 
present all body and mechanical parts are imported 
and only tyres and certain upholstery is supplied 
locally. 

After checking, the parts are transferred to the 
department known as the “ materials-handling section,” 
which is responsible for distribution of all parts to 
the respective divisions. A complete set of small 
parts such as spark plugs, bolts, etc., is set out on a 
specially partitioned trolley which has a job identifica- 
tion number. When the engine or body carrying the 
same number reaches the section for assembly of the 
small parts, the trolley is set up to follow the unit until 
all parts have been exhausted. 


Procedure 

The works are divided into two units known as Plant 
A and Plant B, and in Plant A, the first division visited 
by the guests was the cleaning shop where all sheet- 
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metal parts are dipped in cleaning baths to Temove \ 
the protective coating with which they were Covered 
for export. : On 

The visitors then inspected the welding shop where fast ti 
the first assembly operation takes place, jigs of dif. the W 
ferent colours being used for each car model. From the ix m 
jig shop the assembled parts are transported by means from 
of a floor conveyor into the body section for varioys works 
fittings before entering the paint-preparation depart: HB of ar 
ment. All painting, by means of spray guns, is manual Know 





and there are approximately ten different colours used 
for all models. Bulk paint mixing is utilized, sufficien, 
paint being mixed for 200 units. 

When the car leaves the paint shop it is transported 
to the sound-deadening department for a coating op 
the inside of the body of a rubber-based compound 
which also provides for water proofing. The upholstery 
shop caters for all fittings of this nature in the car 
and, after leaving the trim and mechanical line, the 


































body is lowered over the chassis on the finishing line, TI 
Before coming off this line the car receives oil and & steel 
grease, and, prior to inspection, its first supply of IB and 
petrol. Approximately 130 points are checked in the mos 
inspection department and finally the car is given a Kin; 
water test from all angles, by high-velocity jets. spec 
The production of the factory is approximately 24 & this 
units per day and the visitors were privileged to see imp 
the first models of the I.D. 19 Citroen coming off pro 
the assembly line, prior to the official unveiling sq. 
ceremony by the French Ambassador the following ser’ 
day. The visitors were also shown over the school & 
where mechanics from all over the Union are trained wh 
to assemble the new models. wit 
Refreshments were served at the conclusion of the spa 
visit and the branch president, Mr. K. H. Coombs, Kn 
thanked the company and the plant director, Mr. J. R. en 
Edmiston, for their courtesy and hospitality on this cas 
occasion. . 
Li 
Wales and Monmouth 
The 1959/60 session of the Wales and Monmouth L 
branch opened on Saturday, October 3, with an after- 5 
noon visit to the Newport Works of Black Clawson a 
International, Limited (W. A. Baker section), the party 
being met by Mr. J. C. Wood, foundry manager. 
The tour of the works, which was conducted by 
guides in parties of ten, included the patternshop, iron 
and steel foundries, and the machine-shop. At the S 
conclusion of the tour, tea was provided by the 0 
company, and at this point Mr. R. S. Turner, branch I 
president, thanked the firm for its generous hospitality, t! 
also for its courtesy in arranging the visit. Works visits, a 
said Mr. Turner, were a very important part of the ( 
Institute’s activities, and the W. A. Baker section had § 
been hosts on more than one occasion. Mr. Wood I 





acknowledged the vote of thanks on behalf of his 
directors. 

After tea, Mr. B. N. S. Perry presented a paper 
on “ Modern Methods in Pattern Production,” using an 
excellent series of lantern slides to illustrate his points. 
He subsequently dealt very ably with questions during 
the discussion which followed. 

Mr. Gordon Jones proposed a vote of thanks to 
Mr. Perry for a most interesting and instructive lecture. 
and Mr. Stribblehill, a patternmaker himself, also ex- 
pressed his appreciation in seconding the proposal. Mr. 
Perry acknowledged the vote of thanks and the meeting 
closed. 














Mr. C. W. V. Davis, a director of Research and 
Control Instruments, Limited, will head the newly- 
formed industrial products division of the company. 
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Weir-Catton’s New Foundry 


On Monday, October 19, liquid steel flowed for the 
frst time from the electric high-frequency furnaces at 
the works of Weir. Foundries. Limited. It was only 
jx months ago that the first top soil was removed 
from the site and building commenced on the new 
works to cover 140,000 sq. ft. of the 30-acre site; part 
of an area scheduled for industrial development at 
Knowsthorpe, Leeds. The close co-operation of officials 
of Local Authorities and Public Services helped con- 
siderably in bringing about the rapid progress in 
building and plant installation. The programme of 
erection was prepared by the architects, Drawing Office 
(Baldock), Limited; the consultants were R. F. Ottignon 
and Partners, Limited, and contractors included Henry 
Barrett & Sons, Limited, Bradford, Templex Holdings 
Steel Construction Company, Limited, Bolton, and 
M. Harrison & Company (Leeds), Limited. 

The plant has been designed to produce stainless- 
steel and special alloy castings by modern processes, 
and layouts have been decided having regard to the 
most-efficient techniques developed in the United 
Kingdom, United States and European foundries. Some 
specialized equipment of the type not available in 
this country has been imported, with the objective of 
improving foundry working conditions and° increasing 
productivity. Of the total building area erected, 50,000 
sq. ft. has been allocated for centralizing common 
services with the other subsidiary-of the group, Catton 
& Company, Limited, steelfounders, Hunslet, Leeds, 
which company has developed rapidly in recent years 
with the consequent utilization of all its available 
space. The emphasis on future development at 
Knowsthorpe will be to satisfy the requirements of the 
engineering industry for high-quality precision-made 
castings. 

The new works will be operated by Weir Foundries, 
Limited, a wholly-owned subsidiary of Weir-Catton, 
Limited, the board of which-consists of Lord Weir 
(chairman), Mr. J. W. Atwell, Mr. L. Finch, 
mgnaging director, Mr. F. J. B. Henderson, Mr. J. R. 
Lang, Mr. W. H. Morton, sales director, and Mr. S. 
Snowball, financial director. 





Iron and Steel Institute 


At the invitation of the Council of the University of 
Sheffield. G. V. Kurdjumov, director of the department 
of metallography and metal physics, Central Research 
Institute for Ferrous Metallurgy, Moscow, will deliver 
the twelfth Hatfield Memorial Lecture. He will take 
as his subject “ Phenomena occurring in Steels during 
Quenching and Tempering,” and the lecture will be 
given on Wednesday, November 25, at 6.30 p.m. in the 
Firth Hall of Sheffield University. 


The autumn annual general meeting of the Iron and 
Steel Institute will be held in London on Wednesday 
and Thursday, December 2 and 3. The technical 
sessions, some of which will run simultaneously, will 
be held in the Great Hall. Caxton Hall, London, S.W.1 
and in the Hoare Memorial Hall. Great Smith Street, 
London, §.W.1. The sessions will be divided in five 
sections, viz. Session A: Forging; session B: extrusion; 
session C: fuming in steelmaking furnaces; session D: 
carbides and nitrides in steels; session E: controlled 
transformation, and session F: tempering of steels. 
Sessions A and B will be held in Caxton Hall, and 
sessions C, D, E and F, in the Hoare Memorial Hall. 

On the evening of Wednesday, December 2, Mr. 
G. V. Kurdjumov will lecture on “ Martensitic Trans- 
formations in Metals and Alloys” in the Hoare 
Memorial Hall, commencing at 6.30 p.m. 
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BCIRA Lectures on Cast Iron 
for Engineering 


The British Cast Iron Research Association are 
holding a series of lectures in Glasgow on the use of 
cast iron for engineering purposes. The lecture pro- 
gramme has been organized in conjunction with the 
metallurgy department, Royal College of Science and 
Technology in Glasgow, where the lectures are being 
held. All the lecturers, with one exception, will be 
members of the staff of the BCIRA. The purpose of 
the lectures is to instruct or re-inform the engineer and 
designer on the metallurgy and properties of cast irons, 
and to indicate correct principles of design from the 
aspect of both the foundryman and the user of the 
casting. Of the 14 lectures included in the programme 
—and being delivered at 2.15 and 4 p.m.—the 12 
remaining are being given on October 29, November 5, 
November 12, November 19, November 26 and 
December 3. (The first two lectures of the series were 
presented on October 22). Practically every aspect of 
the use of cast iron is included, from the stress/strain 
properties of cast iron, mechanical properties of mal- 
leable iron, influence of alloying elements, corrosion 
of cast iron, to the design of castings for production 
and the use of specifications. Enrolment forms for 
the course of lectures and further details can be 
obtained from the secretary, Royal College of Science 
and Technology, Glasgow, C.1, the fee for the course 
being £3 3s. 





National Foundry Craft Training Centre 


Below are given the opening and closing dates of the 
courses for 1960, arranged by the management com- 
mittee of the National Foundry Craft Training Centre, 
West Bromwich. Some will take place at the Training 
Centre and others, by agreement with the Stanton 
Ironworks Company, Limited, at that company’s Train- 
ing Centre, near Nottingham. 





At NFCTC 
centre. At Stanton. 


Term. | Course. 


Term. | Course. 





| 

Opening date. | Closing date. 
| 
| 














1959 1960 


| 

C3 

119 | 4th | 1198 | 
| 





December 28 | January 21 2nd 
1960 

January 25 February 18 ..| 120 | 3rd 1208 2nd 

February 22. ..| March 17 oo) BR Ist 1218 2nd 

March 21 | April 14 .-1 122 | 3rd 1228 2nd 
Easter: April 15 to 19 

April 20 May 13 .. oof 123 Ist | 1238 | 2nd 

May 30 .. ..| June 23 oof 61286 Ist | - -— 

Whitsun: Monday, June 6 

June 27 ..| July 22 | 125 ; 4th | | - 

August 22 September 16 ..| 126 | 3rd | - a 

September 19 ..| October 14 --| 127 | Ist 1278 2nd 

October 24 | November 18 . go 128 4th 1288 2nd 

November 28 -| 129 3rd 1298 2nd 


| December 23 
} 








ACCEPTING THE ADVICE of the executive of their union, 
the Amalgamated Union of Foundry Workers, 240 
employees at the Tollcross (Glasgow) works of Stewarts 
& Lloyds, Limited, decided at Coatbridge last week to 
end their dispute with the firm. The men came out 
on strike when 25 workers were declared redundant. 
They remained out for four weeks and returned to work 
a fortnight ago on the advice of their union. The Coat- 
bridge meeting was described by Mr. Robert Garland, 
national organizer of the union, as “ somewhat stormy.’ 
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News in Brief 


BRITISH RAILWAYS (SCOTTISH REGION) have placed 
a contract with the Butler Machine Tool Company, 
Limited, Halifax, for the provision of two rail-planing 
machines for Motherwell permanent workshops. 


HORSELEY BRIDGE AND THOMAS PIGGoTT, LIMITED, 
held their first long-service awards presentation cere- 
mony on October 15 when 157 employees, 13 of them 
with more than 50 years’ service and 144 with over 
25 years’ service, received gold watches. 


THE BRIGHTSIDE FOUNDRY AND ENGINEERING CoM- 
PANY, LIMITED, reports in the Brightside group’s maga- 
zine, that the demand for rolls from the home market 
is On the increase and that there are substantial export 
orders from India, Australia, Norway and Canada. 


SMALL & PaRKES, LIMITED, announce that they have 
installed TeLEX at their registered offices and works, 
Hendham Vale, Manchester, 9, and at their London 
office, 251, Kingston Road, S.W.19. The numbers are :— 
Manchester TeLEX 66161 and London TeLEX 
25439. 


THE ACTIVITIES of the United Coke and Chemicals 
Company, Limited, Orgreave (a branch of the United 
Steel Companies, Limited), will be featured in a 15- 
minute film now being made by Wallace Productions 
of London. It is due to be completed by next 
spring. 


THE ONLY ONE of its kind in the UK, a 26-ton soil 
stabilizer is being shipped to Persia to work on the 
£850,000 Khorramshahr Bridge contract being under- 
taken by the Cementation Company, Limited, London, 
S.E.11. The machine, which is more than 30-ft. long. 
is used for road and airfield runway construction. 


WoRK ON HARBOUR CONSTRUCTION at Rota—the 
United States Naval Base in Spain—is nearing com- 
pletion and a contract has been awarded to a British 
firm, George Cohen Sons & Company, Limited (a 
member of the 600 Group of Companies) for the 
disposal of the $3,000,000 plant used in construction. 


AS A RESULT of a very considerable increase in turn- 
over on hire-purchase sales and the growing require- 
ment for such services at the lowest possible rates, 
the British Wagon Company, Limited, in conjunction 
with Massey-Ferguson (Great Britain), Limited, has 
reduced the retail rates in the UK under the Massey- 
Ferguson Pay-As-You-Farm plan. 


AT A MEETING of the Council of Wolverhampton 
Chamber of Commerce on October 19, the president 
of the Chamber, Mr. D. C. Jemmett, reported far 
more buoyancy in the steel trade particularly since 
the general election. Mr. Jemmett said that there had 
been a recent change in the trend of trade in the area. 
Labour was still difficult to recruit. 


Two OF THE larger West German steel concerns 
—Deutsche Edelstahlwerke, AG, of Krefeld, and 
August Thyssen-Hiitte. AG—are to strengthen tech- 
nical co-operation by the appointment to the Edelstahl- 
werke board of Thyssen director, Dr. Walter Cordes, 
and another Thyssen director, Dr. Alfred Michel, to 
the Edelstahlwerke board of administration. 


IT IS REPORTED that the 200 strikers at the Milford 
foundry of Glow-Worm Boilers, Limited, Derbyshire, 
who walked out on October 21 in protest against the 
employment of a 25-year-old Punjabi, have now re- 
turned to work. The strikers claimed that the manage- 
ment had failed to honour an agreement not to take on 
further coloured labour if white labour were available. 
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NEWCASTLE-UPON-TYNE City Health Committee 
which complained to Vickers-Armstrongs (Engineers) 
Limited, about the fumes from its Elswick foundry 
has been informed by the company that the cost of 
installing and maintaining equipment to deal with the 
fumes would be prohibitive. The committee is to te. 
consider the position after talks with the alkali 
inspector. 


A_NEW COMPANY, Industrial & Transport Equipment, 
Limited, has been formed jointly by the General 
Electric Company, Limited, and Leyland Motors, 
Limited. Initial capital will be £50,000 in 200,00 
ordinary shares of 5s. each. Its obiect is to take over 
an existing company, Consolidated Near East, Limited, 
in which both companies have shared an interest for 
nearly 30 years. 


BUCKLEY AND TAYLOR, LIMITED, of the Brightside 
group, is to supply for an oil company a large dis- 
tillation plant. In terms of gross output it is said to 
be the largest in the world, weighing over 400 tons with 
each of the eight condensers containing over 
10 miles of tubes. The firm is also to supply four 
large heat-exchangers to the new Hinckley Point 
atomic power-station. 


THE BRITISH COKE RESEARCH ASSOCIATION'S Winger- 
worth research centre. Chesterfield, was on view to the 
public on October 17 for the first time since it was 
officially opened by the Duke of Edinburgh in Novem- 
ber of last year. Local residents who had complained 
about pollution from the NCB carbonization plant 
alongside, were able to see researchers at work on 
devising methods of eliminating pollution from all such 
plants. 


A SUBSIDIARY OF Associated Electrical Industries, 
Limited, Birlec-Efco (Melting), Limited, has acquired 
a 50 per cent. interest in Efco-Lindberg, a Canadian 
manufacturer of industrial furnaces. As a result of 
the move the Canadian gompany has been re-named 
Birlefco Lindberg. It will manufacture the complete 
range of Birlec-Efco and Lindberg melting and heat- 
treatment furnaces and atmosphere generators at its 
Toronto plant. 


A NEW AGREEMENT between the compressor division 
of Demag, A.G., Duisberg, West Germany, and 
William H. Capper’ & Company, Limited, Warrington 
(Lancs), appoints the British firm sole representative 
in the UK for the sale of all the products of the 
German company’s compressor division. They include 
reciprocating, turbo- and axial-flow and rotary com- 
pressors, centrifugal blowers, and a wide range of 
mining equipment. 


ANOTHER ORDER FOR Ruston locomotives has been 
received by Ruston & Hornsby, Limited, Lincoln, from 
Colvilles, Limited. It is for 12 Mark 165DE, 150 b.h.p.. 
28-ton, 0-4-0 diesel-electric units, arranged for single 
or tandem operation. Five are for Colvilles’ Dalzell 
Works, four for the Glengarnock Works, and three 
for the Lanarkshire Steel Works. The number of 
Ruston diesel-electric locomotives ordered by Colvilles 
since January, 1953, is now 42. 


A LICENSEE AGREEMENT between W. H. Allen, Sons 
& Company, Limited, Bedford, and the Elsinore Ship- 
building & Engineering Company, Denmark, covers the 
construction’ of three 720-kw, C.M.R. turbo-alternators 
for a passenger vessel under construction at Elsinore. 
The turbines, gears, and condensing plant will be built 
at the Elsinore yard to the designs and drawings of 
the Bedford company, which will also supply certain 
parts for the turbines and gears. The alternators will 
be of Danish manufacture. 
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ALL THE CABLING for the lighting and power installa- 
ions in the new banana warehouse for Elders & Fyffes, 
imited, at the British Railways goods yard, Barlby 
Road, North Kensington, London, was provided by 
ritish Insulated Callender’s Cables, Limited. Poly- 
thene insulated p.v.c. sheathed cables with watertight 
attings for lighting are used in the ripening rooms, to 
hvoid rapid deterioration in conditions of extreme 
humidity and high temperature. 

British HYDRAULIC EQUIPMENT MANUFACTURERS 
have formed their own association the Association 
of Hydraulic Equipment _Manufacturers—to meet the 
need for a central organization to look after the in- 
terests of the industry as a whole; to collect and dis- 
tribute technical information; to advise on exhibitions; 
and to encourage and to sponsor research for the 
nenefit of members. The offices of the Association 
are at 38/40, Eccleston Square, London, S.W.1. 


Avex. FINDLAY & CoMPANy, LIMITED, have opened 
new modern office premises and works extensions at 
their Parneuk Works, Motherwell, at a cost of 
£80,000. Built on the site of a two-storey tenement, 
the new three-floor block contains the general office, 
drawing office, and filing accommodation. A circular 
staircase tower gives access to all floors. The works 
extension consists of a 100 by 50 ft. addition to Bay 
No. 1, with crane rails to permit of it being used in 
conjunction with the existing shop. 


IN AN EFFORT TO INCREASE the number of first-class 
engineers and scientists for the power industry, the 
electricity supply industry is to offer 61 university 
scholarships to grammar and public school pupils. 
The scholarships will be valid for three years and 
will be worth £450 at Oxford and Cambridge and £400 
elsewhere. Candidates are expected to train in industry 
for a short time before going to the university and to 
return for at least two years afterwards. The scholar- 
ship will be open to candidates of both sexes. 


Mr. RUSSELL BAILEY, managing director of Charles 
Roberts & Company, Limited, railway-wagon builders, 
Horbury Junction, near Wakefield, has .dismissed as 
“nonsense” the rumours of possible short-time and 
redundancies at the works. He admitted that as a 
result of the British Railways’ policy to meet their own 
needs from their own wagon shops, the firm was not 
likely to get many further orders from that source. 
However, he said the company had just obtained a 
contract for 500 wagons for the New Zealand Govern- 
ment Railways, and had also received another sub- 
stantial order for tankers from a petroleum company. 
There were sufficient orders on the books to keep the 
works fully occupied in most departments for at least 
12 months. 

THE BIRMINGHAM AND. DisTRICT INDUSTRIAL SAFETY 
Group held a one-day conference in Birmingham, on 
October 23, to discuss safety training, when Mr. W. 
Hewett, of the management consultant firm of Urwick 
Orr and Partners, told delegates that about 20,000,000 
working days a year were lost to British industry as a 
result of factory accidents. He suggested that execu- 
tives should give a new lead in training inside the 
factories and that there should be full-time appoint- 
ments for safety personnel. Managements, he said, 
were likely to make considerable savings in produc- 
tion costs if the accident frequency were reduced. The 
real cost of an accident when it included such items as 
damaged materials and production downtime, amoun- 
ted to as much as four timese the cost of the pay 
given to injured operatives away from their jobs. 
More statistics of accidents were given to delegates by 
Mr. J. C. Jepson, chief safety officer of Wall Paper 
Manufacturers, Limited, who said that the number of 
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accidents reported to HM Inspectors of Factories 
last year was 168,000, with fatal accidents numbering 
665. On average about 60,000 workers were absent 
from their jobs every day because of injuries sustained 
in accidents. Mr. Jepson also urged that training 
programmes be intensified in factories where industrial 
accident freauency could be lowered by an intensive 
campaign. 


Obituary 

Mr. L. H. Josiin, who died last week, was assis- 
tant commercial officer (mineral) of the Eastern Region 
of British Railways at the headquarters at Liverpool 
Street. 

The death has occurred of Mr. E. W. F. Hatt- 
CRAGGS, M.A., A.M.LC.E., M.LB.F. He was managing 
director of Gascoignes Non-Ferrous Foundries, Limited. 
of Slough, and died in his 64th year. 


Mr. ALex. HutcHIson of A. Hutchison & Son. 
Limited, bath manufacturers of Bow, London, died on 
October 24. At 83, Mr. Hutchison was still senior 
director of the firm (founded by his father in 1882). 
which he joined at the age of 15. 


The death has occurred of Mr. JoHN R. WILDER, 
general manager for more than 27 years of the Willen- 
hall and Wednesfield (Staffs) works of the Yale & 
Towne Manufacturing Company, manufacturers of 
o_o materials handling plant, etc. Mr. Wilder 
was 74 


Board Changes 


BLYTHSWOOD SHIPBUILDING COMPANY, LIMITED—Mr. 
A. G. Bain has been appointed to the board. 


JOHN THOMPSON, LIMITED—Mr. Airey Neave, M.P., 
has been appointed a member of the main board. 


BRITISH ENGINE BOILER & ELECTRICAL INSURANCE 
Company, LimiTED—Mr. R. A. Erskine has joined the 
board. 


ATOMIC POWER CONSTRUCTIONS, LIMITED—Mr. J. W. 
Ashley, chief engineer, has been elected to the board 
as technical director. 


UNION STEEL CORPORATION (OF SOUTH AFRICA). 
LimiTteED—Mr. E. P. Smith has resigned from the board 
and Mr. R. C. Elliott has withdrawn as his alternate. 


ACHESON COoLLoiDs, LimMITrED—Mr. Edward A. Smith. 
executive manager of the parent company, Acheson 
Industries (Europe), Limited, has been appointed to 
the board. 


British METAL CORPORATION, LIMITED—Field- 
Marshal Sir Gerald Templer has been appointed a 
director and elected chairman of the company, which 
is a subsidiary of the Amalgamated Metal Corporation, 
Limited. Mr. A. J. Hugh Smith has resigned as chair- 
man on account of advancing years, but he will remain 
on the board. Sir Gerald is to be elected a director of 
the Amalgamated Metal Corporation in November. 


Mr. E. MorGan, general manager in charge of re- 
search, the Stanton Ironworks Company, Limited, has 
been appointed as one of the two representatives of 
the Joint Iron Council on the Iron and Steel Industry 
Standards Committee of the British Standards Institu- 
tion. Mr. Morgan will also represent the Council of 
Iron Producers. He succeeds Mr. G. H. JOHNSON who 
has resigned from the Committee after several years” 
service. 
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Raw Material Markets 
Iron and Steel 


Total number of furnaces now in blast is approxi- 
mately 80, compared with about 86 at this time lasf 
year, but overall productive capacity has not declined 
comparatively, as the furnaces now producing are 
mostly new and larger units or have been modernized. 
Outputs of pig-iron at many of these furnaces are below 
capacity levels and could be increased to meet, larger 
demands. A number of furnaces are still out of blast 
due to the moderate demand for the grades of pig-iron 
they normally produce. 

Of the total current production of pig-iron basic 
steelmaking pig-iron absorbs the greater proportion. 
Larger quantities are now being supplied to steel- 
works to meet increased consumption rates, but avail- 
able supplies are ample and more can be supplied 
when needed. The high percentage of scrap used by 
the steelworks reduces the amount of pig-iron in their 
mixtures. 

In the foundry grades of pig-iron, producers report 
an improved demand; more pronounced for some types 
than others. For low-phosphorus pig-iron the market 
continues to expand appreciably and, although several 
brands are now available to the engineering and 
speciality foundries, some producers are heavily com- 
mitted and fresh business is being declined at present. 
Overall production, however, should be adequate to 
meet the need for some time ahead. 

There is also a growing demand for hematite from 
the engineering and speciality foundries and the needs 
of the steelworks for increased quantities of ingot 
moulds and castings have also stepped up demands. 
The improved call for high-phosphorus pig-iron is 
maintained, but there are still tonnages to spare and 
the furnaces hold appreciable amounts in_ stock. 
Refined iron makers are also sharing in the improved 
demands, but would have no difficulty in undertaking 
fresh business. 

Those foundries supplying castings to the motor 
vehicle trade continue very busy, and demands from 
that trade are substantial, with current schedules 
showing an increase. The machine-tool industry is 
taking up a larger tonnage of castings, and many other 
trades are also calling for fairly good tonnages, so 
that the foundries supplying can obtain reasonable 
outputs. There is only a moderate call from the col- 
lieries and railways, and the light-castings trade could 
undertake much more business, although those supply- 
ing castings to the domestic utensil trade are getting 
more business which it is hoped will expand even 
further in the near future. 

Scrap supplies to the foundries are in the main 
satisfactory. Foundry coke deliveries are adequate, 
and ganister, limestone, and firebricks are easy. 

The re-rollers maintain an improved rate of pro- 
duction and demands for small bars and light sections 
are at a high level. There is a heavy call for rein- 
forcing rods. 

The steelworks are sending forward to the re-rollers 
all available supplies of billets, and orders at present 
on hand are more than sufficient to absorb current 
outputs. Fresh business can only be accepted for 
deferred delivery. The steelworks have no difficulty 
in disposing of all arisings of suitable re-rolling 
defectives and crops. 


Non-ferrous Metals 


Copper has been a strong market in London and at 
one point last week it was traded in at up to £264 a 
ton. The outlook is still good and there is no reason 
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why the price should not continue its upwar< course 
Indeed, with supplies of metal for early delivery scarce 
and demand coming in from the US, Europe. China, 
and Russia, there seems little in the way of ihe Price 
continuing its upward surge, In fact, the overail situa- 
tion is becoming a little desperate as the US copper 
industry is still idle and a settlement is nowhere in ff 
sight, while, in Chile, negotiations between the Braden |) 
Company and the striking union have been suspended 
indefinitely. More than that, the only US custom 
smelter that has any metal for sale is American Metal | 
Climax, so that there is no quoted price for US fF 
customs smelters in New York. For delivery before 
the end of the year US consumers are paying 364 cents 

a pound, equivalent to £292 a ton. 

The London market is strong, although its sengj- 
tivity was well displayed at the beginning of this week | 
when it was rumoured that the US Government would 
release copper from the stockpile. This led to a fair 
reaction and promt taking. fut since then there has ; 
been an official denial that stockpile copper wouid be 
released and the price has gone anead again. Wemand 
is still concentrated on nearoy metal ana the premium 
for cash over three montns is now £17 10s. a ton. 

The drain on availabie supplies in Lonaon was 
again retiected in the drop in stocks held in LIME ware- 
houses, wnich fell 993 tons to 9,450 tons at tne end of 
last week. 

Zinc continues to be a good market, with the price 
going ahead strongly. Last week the London quota- — 
tion gained £3 lus. a ton and current metal price is 
not far short of £100 a ton. As in copper, demand js 
concentrated on prompt metal, which 1s scarce, and 
the backwardation is £5 a ton. In these circum- 
stances it was not surprising that the Us quotation 
was raised in two stages to 14} cents a pound, New 
York, and advanced 1 cent to 13 cents a pound, East 
St. Louis. However, tollowing the news that tne 
resumption of work in the US steel mills had been 
postponed, the New York quotation dropped 4 cent 
to 14 cents a pound ard “ Prime Western’ zinc, East 
Louis basis, is now quoted as a split price of 123-13 
cents a pound. Trading activity in London is good 
and prospects are that the price will reach £100 a ton 
when the inevitable court order is promulgated forcing 
the steelmen back to the mills. : 

Lead is quiet in the US, but is experiencing firm 
conditions in London. This is partially due to a 
sympathetic movement with zinc. In the US the price 
is unchanged at 13 cents a pound, 

Tin remains unmoved by the international labour 
disputes and price has remained remarkably stable. 
In London it is holding steady at around £794 a ton 
and in the US it is not far short of $1.02 a pound. 


ga YAN! 


THOMPSON Mine in Northern Manitoba, the world’s 
second largest nickel-producing project, is moving 
rapidly towards completion, Dr. John F. Thompson, 
chairman of the International Nickel Company of 
Canada, Limited, said in London on October 16. The 
unit is scheduled to start its breaking-in period early 
next year; production at an annual rate of 33,500 tons 
is planned. The new town of Thompson, named after 
the company’s chairman, will initially provide housing 
for 8,000 people. The mine, developed at a cost of 
£3,500,000, will be second in size to Inco’s operations 
in the Sudbury district of Ontario. In 1961, Inco- 
Canada’s combined annual production capacity from 
its operations in Sudbury and in Manitoba will be 
172,000 tons. The Western world attained a new record 


in annual nickel production capacity in 1958, esti- 
mated at 234,000 tons. 
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Company News 


Metal Closures and John Dale Terms 


Terms have now been agreed for the proposed merger 
between Metal Closures, Limited, West Bromwich 
(Staffs), and John Dale, Limited, makers of non- 
ferrous collapsible tubes, aluminium and _ light-alloy 
castings, etc., of London, N.11. The offer is seven 
Metal Closures 4s. ordinary shares for every six John 
Dale ordinary shares and 280 Metal Closures 5s. 
ordinary for £100 nominal John Dale unsecured loan 
stock. These terms would give present Metal Closures 
holders 53 per cent. and John Dale holders 47 per cent. 
of the combined equity. 

If the offer becomes unconditional both companies 
will pay interim dividends of 11 per cent. and a final 
of 11 per cent. is then foreshadowed on Metal Closures 
capital as increased to 7,075,000 shares by full accep- 
tance. This is almost exactly in line with the contri- 
bution of each to the group profits on the basis of 
the directors’ estimate of combined profits, before tax, 
for 1959. Directors of John Dale unanimously recom- 
mended their holders to accept the offer and if it 
becomes unconditional they have undertaken not to 
sell Metal Closures ordinary for at least three months. 
They have agreed to accept and have stated that they 
have no present intention of selling. The offer is 
open until November 3 or not later than November 17. 

If the merger is effected three Metal Closures 
directors will join the John Dale Soard, three of whose 
members will join the Metal Closures board. An 
extra-ordinary meeting to consider increasing the 
capital will be held on November 4. 

Previously Winterbottom Industries, Limited, had 
offered 19s. for John Dale ordinary and £228 per £100 
of loan stock and holders have the two offers to 
choose from. 





SCOTTISH CABLES (SOUTH AFRICA), LimMITED—Dividend 
for the year ended June 30, 1959, is cut to 10 (124) 
per cent. Trading profits contracted to £134.724 
(£170.445) and after tax of £32000 (£43,200) the ‘net 
profit is lower at £73,836 (£99,169). : 


WOMBWELL FOUNDRY & ENGINEERING COMPANY, 
LimitED—The final dividend is raised to 124 (11) per 
cent., making 174 (16) per cent. for the year ended 
July 31, 1959. After lower tax of £19,428 (£26,268) 
the net profit is up at £23,298 (£19,290). 


PARKER, WINDER & ACHURCH, LIMITED, lift and pump 
manfacturers, etc., of Birminecham—The comnanv has 
acquired the entire share capital of the Willen Key & 
Hardware Company, Limited, hardware manufacturers, 
etc., of London, E.C.1, together with its subsidiaries. 


GASKELL & CHAMBERS, LIMITED, engineers, copper- 
smiths, brassfounders, and pewterers, etc., of Birming- 
ham—An interim of 5 (34+ per cent. equivalent) is 
being paid and the directors point out that the increase 
bears no relation to final distribution. Trading results 
so far do not indicate that the total for the year is 
likely to be increased. 


PROJECTILE & ENGINEERING COMPANY, LIMITED— 
Interims are resumed with the payment of 4 per cent. 
for 1959. A single payment of 6 per cent. was made 
last year and there was no dividend for 1957. The 


directors state that the general upward trend referred 
to in the last report has continued and, coupled with 
the greater efficiency of the organization, has resulted 
in improved profits. 


PETER BROTHERHOOD, LIMITED, engineers and iron- 
founders, of Peterborough—A final dividend of 20 per 
cent. makes 25 per cent. on capital increased by a 50 
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per cent. scrip issue for the year to March 31, 1959. 
This is an effective rise of 24 per cent. over the previous 
total, which included a special bonus equivalent to 
6% per cent. Profits were £530,204 (£532,758) and after 
tax of £250.000 (£292,250) the balance is higher at 
£280,204 (£240,508). 


WALMSLEY (BuRY) Group, LIMITED, manufacturers 
of pulp and papermaking machinery, etc., of Bury 
(Lancs)—The distribution is being effectively raised by 
33 per cent. to 20 per cent. for the year to June 30, 
1959, with a 15 per cent. final. The 1957-58 total of 324 
per cent., prior to the one-for-one scrip issue, included 
a bonus of 5 per cent. Group profit is £832,501 
(£888,317); after tax of £412,950 (£458,538) the net 
profit is £419,551 (£429,779). 


BRUSH ELECTRICAL ENGINEERING COMPANY, LIMITED 
—The company, which is a member of the Hawker 
Siddeley Group, Limited, has acauired the motor 
business of Veritys, Limited, the Birmingham manu- 
facturing electrical engineers, which is in voluntary 
liquidation, and also the issued share capital of a 
small company, Althea Electric, Limited, which is 
represented by two shares of Is. out of a total authorized 
capital of £100 in shares of 1s. 


Hitcer & Watts, LIMITED, manufacturers of scien- 
tific instruments. of London, N.W.1—The company has 
acquired for 26.000 ordinary 5s. shares the issued share 
capital of Infra-Red Development, Limited, Welwyn 
Garden City (Herts). This company specializes in 
instruments for non-dispersive infra-red gas analysis, 
a field which will be complementary to the dispersive 
techniques used by Hilger & Watts. Mr. W. B. Bartley 
is retained as managing director. 


JostaH PARKES & Sons, LIMITED, non-ferrous founders 
and manufacturers of locks, etc., of Willenhall (Staffs) 
—In their interim report the directors state that during 
the period since January 1 last output has shown 
““a very satisfactory increase ” over the corresponding 
period last year and the intake of orders is continu‘ng 
at a high rate. Group profits are at a higher rate than 
last year and present indications suggest that the results 
for 1959 will be “entirely satisfactory.” 


NEEPSEND STEEL & TOOL CORPORATION, LIMITED— 
Holders of the 6 per cent. participating preference 
again receive the maximum 4 per cent. additional divi- 
dend. The ordinarv dividend is maintained on the 
£1.019,249 capital with an unchanged 374 per cent. final 
for the year to March 31. 1959, and a one-for-four 
scrip issue is proposed. Consolidated trading profit, 
after devreciation, is £1.171.742 (£1.339.299) and the 
net profit, after tax, is £604,371 (£615,046). 


STOTHERT & Pritt, LIMITED, engineers and iron- 
founders, etc., of Bath—Final dividend of 15 per cent. 
is being paid. making 20 per cent. for the year ended 
June 30, 1959, on a capital increased to £2,000.000 
by a one-for-three scrip issue. A year ago there were 
three payments and the total was equivalent to 18} 

er cent. Group profits are down to £911,060, 
(£1.024.422). but owing to a lower tax charge of 
£412.200 (£531,250) the net profit is higher at £498,860 
(£493,172). 


MODERN ENGINEERING MACHINE TOOLS, LIMITED— 
There is to be a scrip issue of one £1 74 per cent. 
cumulative preference share for every 10 5s. ordinary. 
A change in the company’s name has been approved 
—to Modern Engineering Developments. Limited. 
Mr. P. R. V. Wheeler, chairman, states that the results 
to date in the current year are well in excess of those 
to the same date last vear. There is every prospect 
that this year will be what he hopes shareholders will 
regard as “their second year of reward.” 
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Personal 


Mr. J. H. SHELMERDINE has been appointed com- 
mercial manager of Brown Bayley Steels, Limited, 
Sheffield. 


Mr. D. K. FRASER, managing director of Petters, 
Limited, is to join the board of G. A. Harvey & 
Company (London), Limited. 


Employed in the foundry and furnace department at 
the Holwell Ironworks, Leicestershire, for 47 years, 
Mr. C. H. SIMMONDS has now retired. 


LorpD BAILLIEU, president of the Dunlop Rubber 
Company, Limited, has been elected as the first presi- 
dent of the British Institute of Management. 


Mr. PETER Lowe has been appointed sales manager 
of the Coleman-Wallwork Company, Limited, and will 
be responsible for all aspects of foundry supplies. 


Mr. E. WILSON has retired from the post of senior 
foreign correspondent of Edgar Allen & Company, 
Limited, Sheffield, after 52 years with the firm. 


Mr. Denis G. FLATHER, managing director of W. T. 
Flather, Limited, steelmakers, Sheffield, will drive his 
1897 Daimler in the London to Brighton rally on 
November 


Mr. L. H. CLEAVER, who represents the Yardley divi- 
sion of Birmingham in the new Parliament is a partner 
in the firm of Heathcote and Coleman, secretaries for a 
number of foundry employers associations. 


Sir GORDON RUSSELL will assume the presidency of 
the Design and Industries Association following his 
retirement from the directorship of the Council of 
Industrial Design at the end of this year. 


Mr. Harry WILSON, secretary of the Sheffield branch 
of the Amalgamated Union of Foundry Workers, left 
on October 24, with other union officials, for an 
18-day visit to Moscow and other Soviet cities. 


Mr. L. J. SINDEN has been appointed deputy sales 
director of the domestic appliances division of Allied 
Ironfounders, Limited, Brook Street, London, W.1, and 
Mr. K. F. STONE has been made sales manager. 


The Pressed Steel Company. Limited, announces that 
Mr. RoBerT N. Davies, works director at Cowley and 
chairman of the motor-car-body divisional board has 
been appointed a local director of the company. 


Mr. G. W. MILLER, district motive-power superin- 
tendent at Bescot in the Birmingham area for the last 
eight years, has been appointed district motive-power 
superintendent, Derby, British Railways (London Mid- 
land Region). 

LorD MILLs, the new Paymaster-General who was 
Minister of Power in the last government, will be 
the principal speaker at the annual dinner of the 
Sheffield Chamber of Commerce at the Cutlers’ Hall on 
November 10. 


Guest Keen & Nettlefolds (South Wales), Limited, 
announces that Mr. A. A. MILLER, who was recently 
appointed London sales manager, will take up his 
duties at 66, Cannon Street, E.C.4 (telephone: CITy 
5070), on November 2. 


Mr. W. S. RICHARDS, director and general manager 
of Brightside Heating and Engineering Company, 
Limited, Ecclesfield, has been elected president of the 
Association of Heating, Ventilating and Domestic 
Engineering Emplovers. 


Sheepbridge Equipment, Limited, of Chesterfield, 
Derbyshire. announce the appointment of Mr. J. G. 
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FRANCIS as their technical representative for the Yori. 
shire and Lincolnshire areas. His address is ||, Peyesi 
Close, Kiveton Park, Sheffield. 


LorD RIVERDALE, chairman and managing directo, 
of Arthur Balfour and Company, Limited, Sheffie 
and Lady Riverdale, re-opened the premises of th 
firm’s sports and social club at Whirlow, Sheffield 
after alterations, on October 15. 


Mr. H. K. Smrirn, chief metallurgist of Thos, w 


Ward, Limited, and president of the Laboratory Society, 


has been elected chairman of the executive Coungi 
of the Sheffield section of the National Trades Technic, 
Societies, in succession to Mr. A. BRADLEY. 


The Council of the Institution of Naval Architeci 
has awarded the Aluminium Development Association 
research scholarship in the application of light alloys 
to ship construction (£600 per annum for two years) to 
Mr. C. S. Smitu, of the University of Glasgow. 


Mr. L. B. Devins has been appointed gener! 
manager of the Sheffield Wire Rope Company, Limited 
of Darnall, Sheffield. The company, which is celebrat. 
ing its golden jubilee this year, was recently acquired 
by the Firth Cleveland group of companies. 

Mr. M. J. S. CLAPHAM, joint managing director of the 
metals division of Imperial Chemical Industries, 
Limited, has been appointed chairman of that division 


from January 1, 1960. He will succeed Dr. M. Coo 


who retires from the company’s service at the end 
of the year. 


Mr. ALLAN F. CAMPBELL has been appointed secre © 


tary of Ernest Scragg and Sons, Limited, textile. 


machinery manufacturers, Macclesfield, and also of the F 
Mrs. AR 


companies forming the Scragg group. 
WALKER, the former secretary, remains a director of 
both the company and the group. 


Mr. JOHN BERNARD SANDHAM, a former assistant 
manager of the construction department of Vickers 
Armstrong, Limited, Barrow-in-Furness, celebrated his 
golden wedding this month. Mr. Sandham started 
work at Vickers when he was 14. He was appointed 
assistant manager in 1945, and retired in 1952. 


Mr. Harry TAYLOR, chief engineering inspector with 
J. Blakeborough and Sons, Limited, Blakeborough. 
retired on October 16. He joined the firm as an 
apprentice fitter in 1909, later becoming a fitter in the 
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erection shop. He was promoted to inspector in 1937. 
and became chief inspector two years later. 


Mr. JoHN MclIvor has been appointed Scottish-area 


sales manager, and Mr. G. K. FRAME, Scottish-atea 7 


sales engineer of the British Materials Handling Divi- 
sion of the Yale & Towne Manufacturing Company, 
Limited, Wolverhampton. Both will operate from the 
new sales and service depot at East Kilbride. 


Dr. O. P. HANsom has been appointed technical 
director of Carter Thermal Industries, Limited. and 


will be responsible for all research and development | 
within the group companies including Midland Heat: | 


ing & Ventilation Company, Limited. Dr. Hansom 
was formerly engineering manager of Flexibox, Limited. 
of Manchester. 


Mr. JoHN M. MAsLin, personnel director of Accles 


& Pollock, Limited, Oldbury, was elected president|” 


of the Institute of Personnel Management at the annual 
general meeting of the Institute at Harrogate on 
October 10. He will hold the office for two years 


Mr. Maslin is president of the Wolverhampton and 
Black Country branch of the Institute. 


itl 


Silla thine ss 














oc 








1959 


York- 
Pever' 


irector 
offield 
Of the 
efield, 


s, W 
OCiety, 
ouncil 
hnica| 


litects 
‘ation 
alloys 


irs) to 


eneral 
mited 
ebrat: 
juired 


of the 
Stries 
VISION 
Cook 


en 


secre 
*Xtile 
of the 


or of 


istant 
>kers- 
d his 
arted 
inted 


with 
ough 
S an 
n the 
1937 


-area 
-ares 
Divi- 
any, | 
1 the | 





nica 

anc 
ment 
teat: 
1sOm 
ited 


ccles 
ident 
nual 
on 
ears 
and 





M 
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' manager of the department at its head office, Albion 
| Works, Sheffield. Mr. W. J. SmirH formerly personal 
> assistant to Mr. Arnold Carr, the deputy chairman 


the tractor division of David Brown & Sons (Hudders- 
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Mr. S. H. SKiRROW has been appointed service mana- | 
, Ford Motor Company, Limited. He succeeds 
_ HARPER who becomes technical assistant to 
roanager. Mr. E. P. TeENCH has been 
appointed fleet sales manager in succession to Mr. F. T. 
puipps, who has retired from that position but remains 
n advisory capacity to the general sales manager. 


ger of the 
r. A. F 


in a 

Mr. J. H. Peck, for many years manager of the 
Manchester branch of the foundry supplies section 
of Thos. W. Ward, Limited, has been appointed 


of the company, has been appointed assistant manager 
to Mr. Peck. 
Mr. Davip BROWN, aged 32, managing director of 





field), Limited, and his wife, were taken to Leeds 
Infirmary for treatment following a road accident in 
Geldard Road,. Leeds, on October 24. Mr. Brown 
was allowed to go home after treatment for a head 
injury, but Mrs. Brown was detained and later was 
stated to be “fairly comfortable.” 


Colonel T. Eustace SMITH, chairman and managing | 
director of Smith’s Dock Company, Limited, South | 
Bank on Tees, and South Shields, has been elected | 
president of the Shipbuilding Conference, in succession 
to Sir JAMES MILNE, chairman ad managing director | 
of J. Samuel White and Company, Limited, Cowes. 
Isle of Wight. Mr. ALEXANDER H. WHITE, deputy 
chairman of Lithgows, Limited, Port Glasgow, has been 
elected vice-president. 


Mr. J. E. Smiru has been appointed managing direc- 
tor of the National Gas and Oil Engine Company, 
Limited, from January 1. He will also become a mem- 
ber of the Board of Hawker Siddeley Industries. Mr. 
Smith who is 45 years of age, is at present a director 
of Richardsons Westgarth & Company, Limited, and 
managing director af its subsidiary, the North East 
Marine Engineering Company, Limited. He will resign | 
from these appointments at that date. 


Mr. C. S. DinGLey has resigned from the board of 
British Industrial Plastics, Limited, after 53 years’ con- 
tinuous service. Mr. HAROLD W. FENDER, managing | 
director of Prodorite, Limited and chairman of the 
British Chemical Plant Manufacturers Association, has | 
been appointed a non-executive director of the company, | 
and Mr. P. RUSSELL, director of research and develop- | 
ment of the company’s subsidiary, B.1I.P. Chemicals, | 
Limited, has been appointed an executive director. 


Mr. MicHAeEL C. Potts and Mr. PETER SHARP have 
been appointed directors of Dowty Mining (Canada), 


Limited. Mr. Sharp has also been appointed general 
manager. Colonel C. W. KiNG has resigned as works 
director of Rotol, Limited, and of British Messier, 
Limited. Mr. A. E. ATKINS, production controller 


of Dowty Equipment, Limited, has been appointed 
general works manager of Rotol and British Messier. 
The companies are all members of the Dowty group. 


Mr. R. MIDDLETON, engineering division sales 
manager, of Newton Cliaambers and Company, Limited, 
Chapeltown, and Mr. D. BrapLey, chemical engineer 


in the engineering division development department | 
of the firm, have been awarded the medal of the | 


Coke Oven Managers’ Association for the best paper 
presented in the past year. Another member of the 
company, Mr. RENNIE SMITH, received a wrist watch | 
to mark his retirement from the post of timekeeper in | 
the excavator factory machine-shop. 
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Furnishings 


Hark! I hear the Foundry Foreman, 
Bellow to the Foundry Storeman, 
What have you inside that door man? 
HOOKER’S goods I hope! 


Why not take a look man, 

In my Order Book man? 

Hammers, rammers, Die Slick pails, 
Wood flour, forks and foundry nails, 
Chisels, chaplets, straw in bales, 
From HOOKER’S Foundry Store. 


Said the Storeman to the Foreman, 

We have HOOKER’S goods galore man, 
Nothing else goes in that door man, 
While I’m in the Store. 


Yes, we’ve all that matters, 

Even foundry ratters, 

If you’ve pestilential rats 

Try HOOKER’S brand of ratting cats 
And keep the news beneath your hats, 
Future stocks assured. 






‘<y W. J. HOOKER LTD 


239a FINCHLEY ROAD, LONDON, N.W.3 
Telephone : Swiss Cottage 328]-2-3 
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Current Prices of Iron, Steel, and Non-ferrous Metal; 


(Delivered unless otherwise stated) 


October 28, 1959 


PIG-IRON 

Foundry Iron.—No. 3 Iron, Cuass 2, 10-ton lots or over: 
Middlesbrough, £21 6s. 0d.; Birmingham, £20 18s. 3d. 

Low-phosphorus Iron.—Over 0.10 to 0.40 per cent. P, 
10-ton lots or over, £23 5s. Od., delivered Birmingham, 
£23 10s. Od., delivered Grangemouth. 

Cylinder and Refined Irons.—North Zone, £25 6s. 6d.; 
South Zone, £25 9s. Od. 

Refined Malleable.—P, 0.10 per cent. max.: North Zone, 
£26 6s. 6d.; South Zone, £26 9s. Od. 

Hematite.—Si up to 2 per cent., S. & P. over 0.03 to 0.05 
per cent., 10-ton lots or over: N.-E. of England (local iron), 
£24 14s. Od.; Scotland (Scotch iron), Zone 8.1, £25 Os. 6d.; 
Sheffield, £26 2s. 6d.; Birmingham, £26 9s. Od.; Wales 
(Welsh iron), £24 14s, Od. 

Basic Pig-iron.—£20 3s. Od., delivered Staffs, Derbyshire, 
Notts, Lincs, Rutland, Northants, and Leicestershire in 
10-ton lots or over. 


FERRO-ALLOYS 
(Per ton unless otherwise stated, delivered) 

Ferro-silicon (6-ton lots and over).—45 per cent. Si, 
£40 Os. Od. to £42 10s. Od., scale 15s. Od. per unit, lumpy; 75 
per cent. Si, £54 Os. Od. to £57 10s. Od., scale 15s. Od. 
per unit, lumpy. 

Ferro-vanadium.—50/60 per cent., 22s. 6d. per lb. of V. 

Ferro-molybdenum.—65/70 per cent., carbon-free, 12s. 10d. 
per lb. of Mo. 

Ferro-titanium.—20/25 
£250 Os. Od.; 38/40 ‘per 
£287 Os. Od. 

Ferro-tungsten.—80/85 per cent., 10s. 3d. per Ib. of W. 

Tungsten Metal Powder.—98/99 per cent., 13s. 3d. per 
lb. of W. 

Ferro-chrome (6-ton lots and over, lumpy).—4/6 per 
cent. C, £77 Os. Od. to £81 Os. Od., basis 60 per cent. Cr, scale 
26s. Od. to 27s. 6d. per unit; over 6 per cent. C, £74 10s. Od. 
to £77 10s. Od., basis 60 per cent. Cr, scale 26s. Od. to 
27s. 6d. per unit; 2 per cent. C,* 1s. 7$d. to 1s. 103d. per 
Ib. Cr; 1 per cent, C,* ls. 8d. to ls. lld. per Ib. Cr; 0.15 
per cent. C,* 1s. 9d. to 2s. Od. per lb. Cr; 0.10 per cent. 
C,* 1s. 94d. to 2s. 0}d. per Ib. Cr; 0.06 per cent. C.* 1s. 93d. 
to 2s. O}d. per Ib. Cr. 

Metallic Chromium.—98/99 per cent., 6s. 10d. per Ib. 

Metallic Manganese.—94/96 per  cent., 
£245 Os. Od.; 96/98 per cent., £275 Os. Od. 

Ferro-columbium.—65/67 per cent., Cb + Ta, 19s. 9d. 
per lb., Cb + Ta. 

Ferro-manganese (Standard).—78 per cent., £66 Os. 0d. 


SEMI-FINISHED STEEL 

Re-rolling Billets, Blooms, and Slabs.—Basic: Soft u.t., 
100 tons & over, £31 15s. 6d.; tested, 0.08 to 0.33 per cent. 
C, 6 to 35 tons, £33 15s. 6d.; hard (0.41 to 0.60 per cent. C), 
under 10 tons, £34 17s. Od.; silico-manganese, under 10 tons, 
£43 16s. 6d.; free-cutting, under 10 tons, £36 14s. 6d. 
SIEMENS Martin Acip (under 10 tons): Up to 0.25 per cent. 
C, £41 1s. Od.; silico-manganese, £44 4s. Od. 

Billets, Blooms, and Slabs for Forging and for Stamping 
(under 10 tons).—Basic, soft, up to 0.33 per cent. C, 


per cent., 2-3 per cent. Cu, 
cent., commercially carbon-free, 


carbon-free, 





* Average 68-70 per cent. 


£38 10s. Od.; basic, hard, over 0.41 up to 0.60 per cent, ( 
£39 12s. 6d.; acid, up to 0.25 per cent. C, £43 4s. 0d, 
FINISHED STEEL 

Heavy Plates and Sections (under 10 tons).—Ship plates, 
(N.-E. Coast), £42 2s. Od.; boiler plates (N.-E. Coast), 
£44 12s. Od.; floor plates (N.-E. Coast), £43 Ils. 0d, 
angles (N.-E. Coast), £39 16s. 6d.; joists (N.-E. Coast), 
£39 12s. 6d. 

Small Bars, Sheets, ete.—Rounds and squares, under 3 in, 
and flats 5 in. wide and under, untested soft basic, 50 tons 


and over, £39 1s. 0d.; under 10 tons to 4 tons, £40 18s, 0d; B 
under 4 tons to 2 tons, £41 3s. Od.; hoop and strip, coils, & 


100 tons and over, £38 Os. 0d.; uncoated strip mill coils, hot 
rolled, under 3 mm. to 12g., 25 tons fo under 50 tons, 
£43 16s. Od.; black sheets (hand mill), 24g., 10 tons and over, 
£57 14s. 6d.; galvanized corrugated sheets, 24¢., 10 tons and 
over, £67 4s. Od. : 

Alloy Steel Bars.—1 in. dia. and up; Nickel, £68 10s. 0d. 
nickel-chrome, £99 4s. Od.; nickel-chrome-molybdenun, 
£111 17s. Od., in lots of 5 tons to under 10 tons. 

NON-FERROUS METALS 

Copper.—Cash, £265 Os. Od. to £265 10s. Od.; 
months, £247 10s. Od. to £248 Os. Od.; 
£265 10s. Od. 

Copper Tubes, ete.—Solid-drawn tubes, 2s. 5d. per |b; 
rods, 266s. Od. per ewt. basis; 20 s.w.g., 301s. Od. per evt. 


three 


Tin.—Cash, £794 Os. Od. to £794 10s. Od.; three months, F 


£795 Os. Od. to £795 10s. Od.; settlement, £794 10s. Od. 

Lead (Refined Pig).—Second half October, £70 15s. 0d. 
to £71 Os. Od.; second half January, £71 12s. 6d. t 
£71 17s. 6d. 

Zine.—Second half October, £97 Os. Od. to £97 10s. 6d.; 
second half January, £92 Os. Od. to £92 5s. Od. 

Zine Sheets, etc.—Sheets, 15g. and thicker, all English 
destinations, £130 Os. Od.; rolled zine (boiler plates), all 
English destinations, £127 15s. Od.; zinc oxide (Red Seal), 
d/d buyers’ premises, £102 10s. Od. 

Brass Tubes, ete.—Solid-drawn tubes, 2s. 0}d. per |b; 
sheets to 10 w.g., 216s. 9d. per ewt.; wire, 2s. 93d.; rolled 
metal, 216s. 9d. per ewt. 

Brass (Brazing).—BS1400, B3, £171; B6, £220. 


Brass (High Tensile).—BS1400, HTB1, £204; HTB 
£220; HTB3, £234. 
Gunmetal.—BS1400, LG2, £214; LG3, £224; Gl, 4% | 


£277; G1, 1%, £263. 
Phosphor Bronze.—BS1400, 
BS1400, 90/10/1, £292. 
Leaded Phosphor Bronze.—BS1400, LPB1, £232. 
Phosphor Bronze Strip, etc.—Strip, 305s. Od. per cwt.: 
wire, 4s. 28d. per Ib.; rods, 3s. 53d.; tubes, 3s. 53d.; chill 
cast bars; solids 3s. 5}d.; cored 3s. 64d. (CHARLES CLIFFORD. 
LIMITED.) 
Nickel Silver, ete.—Rolled metal, 3 in. to 9 in. wide 
0.056, 4s. O}d. per lb.; round wire, 10g. in coils (10 pet 
1 


} in. dia., in straight lengths, 4s.4}d. All prices are net. 


Other Metals.—Magnesium, ingots, 2s. 3d. per |b 
Antimony, English, 99 per cent., £190 Cs. Od. Quicksilver. 
ex-warehouse, £72 0s. 0d. Nickel, £600 0s. Od. Aluminium, 


ingots, £180 Os. Od.; aluminium bronze (BS1400), AB1, £253; 


AB2, £269. 


settlement, 
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This rock-bettem price 
of £66 even includes 
Push-Button Control 
Handie and 

Chain Collector. 
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your labour-wasting 
lifting device 





buys you the 
WORLD'S BEST 

5 cwt 

ELECTRIC HOIST: 


PXq:{o) | 


f=) BANTAM 


Guaranteed by DEMAG-ZUG, world's largest hoist makers 
Sole U.K. Agents for Demag-Zug, Wetter 
ACROW (ENGINEERS) LTD., Demag Division, 
SOUTH WHARF, LONDON, W.2. : amMBassador 3456 (20 lines) 
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New Patents 


(Copies of complete specifications are obtainable 
Patent Office, Sales ranch, 25, Southampton 
Chancery Lane, London, W.C.2, price 3s.) 


806,576. Hunter Engineering Company, 1495 Columbia 
Avenue, Riverside, Calif., USA. 

Means and apparatus whereby a sheet, strip or bar 
or rod of metal may be continuously cast, with, 
according to the invention, such uniformity in quality 
and freedom from inclusions that the resulting casting 
may be treated to form a final product exhibiting the 
maximum properties of the metal. 


rom the 
uildings, 


806,803. British Iron and Steel Research Association, 
11, Park Lane, London, W.1. 

The casting of metal, in particular continuous 
casting, in which the liquid metal is poured into an 
open mould and is withdrawn from the mould as a 
partly-solidified billet. An objective of this invention 
is to enable the billet to be released from the mould 
with the minimum of difficulty, while reducing the 
chances of rupturing of the billet skin. 


806,942. Sunbeam Corporation, 5600 Roosevelt Road, 
Chicago, 50, Ill., USA. 

Sole-plates for electric irons, cast as a composite 
metal, i.e., aluminium for lightness, with an iron- 
ing surface of stainless steel for resistance to scratch- 
ing. 


$06,991. Phoenix-Rheinrohr, A.G., Vereingte Hutten- 
und-Rohrenwerke, Ronsdorferstrasse 130/180, 
Diisseldorf, Germany. 

Apparatus for casting under reduced pressure. This 
method, which is claimed to be simpler and quicker 
and less expensive than previous methods, does not 
require either a vacuum chamber or an intermediate 
vessel. Also the joints which need to be sealed are 
considerably fewer in number. 


807,038. R. W. Taccone, 28 Chautauqua Boulevard, 
Erie, Penns., USA. 

An improvement on the “ jolt” method for com- 

pacting granular material to provide a solid lining 

when casting articles in deep cavities in moulding sand. 


807,044. Corn Products Refining Company, 17, 
Battery Place, New York, N.Y., USA. 

New core-binders, and a process for making cores 
suitable for use in the production of metal castings. 
To 100 parts of sand, there is mixed 0.25 to 2 parts 
of a cereal binder, 0.5 to 5 parts of a sugar, such as 
dextrose, sucrose or fructose, and 0.002 to 1.05 parts 
of an inorganic adjunct selected from the group con- 
sisting of: hydrochloric acid, sodium chloride, a 
mixture of paraformaldehyde and ammonium chloride, 
a mixture of paraformaldehyde and hydrochloric acid, 
and boric acid—but excluding vegetable gum. Sufficient 
water is added to mill the mix, which is subsequently 
baked at a temperature of at least 350 deg. F. 


807,319. Griffin Wheel Company, 445 North Sacra- 
mento Boulevard, Chicago, Cook, Ill., USA. 

Foundry moulds, in particular those adapted for 
use with pressure casting apparatus. (See also B.P. 
721,065.) The molten metal is forced upward under 
pressure through a gate, and thence into the bottom 
of the mould cavity. A stopper moves down to close 
the -_ after the cavity has been filled with molten 
metal. 


807,363. Eisenwerke Gelsenkirchen, A.G., Hohen- 
zollerrnstrasse 2-4, Gelsenkirchen, Germany. 
An improved method for the casting of hollow 
metallic bodies having a closed end. 
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807,531. Patentverwertungsgesellschaft fur Eisen und 
Metalle, m.B.H., Salzkotten, Westphalia, German 

Process for the production of castings, particularly 
from melts of iron and its alloys including steels, byt 
applicable also to non-ferrous metals such as aluminium 
containing impurities, in the form of oxide-slag incly- 
sions, capable of being reduced by hydrogen. This js 
effected by a gas treatment of the melts. Hydrogen 
is introduced either as a hydride, such as calcium 
hydride or magnesium hydride. Claims are also made 
in this invention for the hydride pastilles to be coated 


with paraffin, plastics, or encased in sheet-iron 
capsules. 
807,633. W. C. Cheney, 404 South Oak Street, Lake 


City, Minnesota, USA. 

Cast light-metal pistons for internal-combustion 
engines of the fuel-injection type. This type of piston 
has a ferrous-metal insert in the head portion to receive 
the high-velocity jet of fuel injected. 


807,673. George Blair & Company, Limited, Armond 
Carr Works, Tow Law, Durham. 

In the casting of articles in iron and steel it is 
proposed to have one or more holes in each mould 
perpendicular to the moulding surface normal to the 
direction in which the moulded article is to be ejected. 
Push rods are employed, adapted to enter and par- 
tially occupy these holes so that when the molten 
metal is poured it flows into these holes until it comes 
up against the ends of the push rods. On cooling, 
pips are formed on the surface of the moulded article, 
the casting being forcibly ejected from the mould 
on cooling by pressure exerted by the push rods on 
the pips. These pips can be easily removed from the 
castings, after the latter have cooled, by machining. 





New Catalogues 


Machining Facilities. No better service can be given 
by a steelfounder than to accord to his customers 
machining facilities. F. H. Lloyd & Company, Limited, 
James Bridge Steel Works, Wednesbury, South Stafford- 
shire, have issued a magnificent brochure detailing the 
plant the company has available for machining large- 
size steel castings. Seldom has the reviewer seen a 
more impressive picture than the central double-page 
spread showing an excellent colour printing of a 22-ft. 
Froriep vertical borer. The brochure is beyond doubt 
one of the finest ever issued by the foundry industry, 
the photography and printing being of a particularly 
high standard. : 

Sawdust Extraction Plant. Folder No. 65 issued by 
Dallow Lambert & Company, Limited, Thurmaston, 
Leicester, is of interest to master patternmakers and 
founders who operate patternshops. It describes and 
illustrates a number of plants the firm has installed for 
the purpose indicated by the title, and terminates with 
a series of excellent maintenance hints. 


The death has occurred of Mr. JoHN CARSON, a 
former manager of Harland & Wolff, Limited, ship- 
repairers, of Bootle, Liverpool. He joined the Liver- 
pool staff of Harland & Wolff in 1913 as chief draughts- 
man, after serving an engineering apprenticeship with 
Barclay, Curle & Company, Limited, Glasgow, and 
later with William Denny & Bros., Limited. Dumbarton. 
He held the position of manager of the Bootle works 
from 1917 until he retired in 1955. Mr. Carson was a 
past-president of the Liverpool Marine Engineers and 
Naval Architects’ Guild and also served as chairman 
of the Liverpool Dry Dock Owners’ and Repairers’ 
Council. 











